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NEW...MICO Silicone Aluminum Finish 
withstands 1000 F. Temperatures 


"Although...the entire radiant shell 
became cherry red, your finish stood 
up beautifully without discoloration." 


Heat-Tested and 0.K.‘d by leading Manufacturers 


MICO Aluminum... first commercially priced silicone base 
coating, brings to industry a revolutionary new heat- 
resisting finish. MICO Aluminum completely outclasses Gives Properties, appli- 
other organic coatings in thermal stability...easily passes its suitability for many 
“cherry red test,” actually withstands 1000° F. for long _siel ‘limes. 
periods of time without surface breakdown. Spray, dip or 
brush application. Write for data. Address Dept. 1F2. 


DEPT. 1F2. 


Gentlemen: Send me without obligation a copy of your 
new bulletin on MICO Silicone Base Aluminum Finish. 
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HEAVY DUTY EXHAUST UNITS 
FOR SPRAY BOOTHS end HAZARDOUS LOCATIONS 


Extra Heavy 
Mounting Ring 
Welded To Band 


and Connections, 
Material Tanks, Circulating 
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DUSTRIAL SCENE 


Industry’s Cost of Living. People 
often forget that industry’s cost of 
living has risen just as the individuals 
who make up industry. The same high 
labor and material costs that make a 
pre-war $5000 house now cost $10,000, 
make a pre-war $50,000 plant cost 
$100,000 or perhaps $200,000 today. 
In many cases the same ratio of in- 
crease applies to equipment. How- 
ever new anc larger plants with new 
and better equipment are needed to 
increase production and promote em- 
ployment. Those who advocate lower 
corporate profits should give these 
things serious and thoughtful con- 


sideration. 


It Costs Money. An executive has 
written to remind us that: 

1) It takes an average of about 
$9000 to provide employment for each 
person in industry. 

zZ) This money must come from 
some prosperous citizens who have 
surplus funds to invest. 

3) The present tax laws don’t 
leave sufficient capital to supply these 
funds. 

4) Workers of the country must in- 
crease their output if there are to 
be more of the good things of life 
available to raise their standards 
of living. 

5) The larger the output per man 
the bigger the investment required 
for equipment for him to operate and 

6) increasing wages without in- 
creasing output, increases prices with- 
out increasing purchasing power. 


A well-informed public will support 
an enlightened industrial leadership 
in building up our economy so that 
we will be able to meet international 
obligations while at the same time 
promoting and protecting the inter- 
ests of our own people. 


+ * * 

Rigidized Metal. A new, nearly 
soundiess metal lines the walls of 
America’s newest and most advanced 
telephone booths in the Pepsi-Cola 
Center at Broadway and 47th St., 
in New York City. The new material 
is called Rigidized Metal—a product 
of a patented process of the Rigid- 
Tex Corp., Buffalo—which gives ordi- 
nary stainless steel, or sheets of other 
metals, an unusual sound-deadening 
quality especially suited to service in 
telephone booths and similar applica- 
tions in which acoustics are of spe- 
cial importance. 

The Rigidizing process produces a 
clear-through geometric pattern in 
sheet metals of any kind, which dis- 
places the plane of the metal in such 
a way as to produce uniform stiffness 
or rigidity in all directions. At the 
same time, both surfaces of the metal 
acquire a pleasing texture which ad- 
mirably conceals scratches, minor 
dents and fingermarks, and positively 
defies the “‘doodling” of amateur ar- 
tists and memo writers. The advan- 
tages of these characteristics for 
phone booths and other public serv- 
ices can plainly be seen. 

The important merit of Rigidized 
(Continued on page 10) 
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V. J. DOLAN & COMPANY, Inc. 


of “Unquestionable Quality” INDUSTRIAL FINISHES 
Lacquers - Sealers . Synthetics Stains Fillers . Bleaches 


1830 N. Laramie Ave. * Berkshire 0100 + Chicago 39, Illinois 
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Whether you have wet spray booths 
or dry .. . DU BOIS can save you long 
hours of maintenance labor and assure 
you of peak performance 
production. DU BOIS ENGINEE 
SERVICE gives the closest approach 
to perfection in the operation and 
maintenance of spray booths. 


FILMITE 


EVERYWHERE 
PRInCciPal CITIES 


Metal is its exceptional sound-deaden- 
ing characteristics. For this service, 
flat sheets of any metal are first per- 
forated with a fine mesh of small 
holes spaced uniformly in all direc- 
tions. The metal is then Rigidized 
with a special Rigidized Metal pat- 
tern which coincides with a high per- 
centage of the perforations and cre- 
ates a series of perforated deflections 
and projections in the surface of the 
sheet. 


* * 


More Absorbent Cloth. The U. S. 
Rubber Co. has developed a new and 
more absorbent towel. It was dis- 
covered that asbestos is capable of 
absorbing three to five times its weight 
in water, and when combined with 
cotton, produces an ideal cloth for 
drying and polishing. It is said to 
leave little if any lint on the surface 


wiped 
* * 


Decorated Window Shades for every 
room have made their appearance. 
Departing from the traditional green 
and tans, the new shades are in 
pastel colors with screen-painted de- 
signs. For the nursery there are 
Mother Goose characters; for the 
childrens’ room, a circus pattern with 
elephants and clowns; flower designs 
tor bedrooms; and for living and 
dining rooms, conventional and scenic 
patterns. 

This means more demand for silk- 
screen processing and besides it’s 
such a good idea, the wonder is some- 
one hasn’t thought of it before. 


Safety Plastic. The Princeton labo- 
ratory, working with the U. S. Navy 
Bureau and the Army Signal Corps, 
has developed a glass cloth laminate 
which should reduce fire hazard and 
electrical failures, especially in ma- 
rine installations. This materia] has 

(Continued on page 126) 
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SPRAY-BOOTH COATING 
e 

ery Gives You All These Advantages 
nce. 
een 1. Sprays on fast—with regular equipment. 2. Dries quickly 

in —film non-combustible. 3. Peels in big sheets—as easy as 
de- peeling a banana—no matter how heavy or light the 
—o accumulated spray dust. 4. Eliminates paper, grease, hand 
ith scraping, fire-hazard. 5. White color improves booth illumi- 
ms nation. 6. Concentrated for e y—reduce with lacquer 
ind thinner. 7. Good coverage at low cost. Attractive price 
me on drum orders. 

Ik Note: “Liquid Envelope” is being used in hundreds of large 
t’s and small plants. it is a product of America’s longest and 
as broadest experience in making peelable plastic films. For 


assured satisfaction, be sure to get original and genuine 
“LIQUID ENVELOPE” Spray Booth Coating. 


BETTER FINISHES AND COATINGS, INC. 


“a 260 DOREMUS AVE., NEWARK 5, N.J. 122 EAST 7th STREET, LOS ANGELES 14, CALIF. - 

. Take Advantage of this TEST-SAMPLE OFFER 


3-gallon can shipped prepaid on a money-back guarantee 
$17.50. Attractive low price on quantity re-orders makes 
“LIQUID ENVELOPE” your best buy. 
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Water heater jackets, cylindrical in shape, moving through electrostatic zone wherein they 
are electrostatically coated. Photograph courtesy of Ransburg Electro-Coating Corporation. 
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tically spray painting water 

heater jackets in an elec- 
trostatic field is pictured on the 
opposite page. The cylindrical jack- 
ets hang from an overhead chain 
conveyor and are moving toward 
the observer. On this application 
two automatic spray guns, mounted 
on a vertical rod which moves up 
and down at the left, introduce 
atomized paint into the electro- 
static field. 

As the cylindrical shells ap- 
proach from the background, they 
rotate slowly and move between 
two sets of electrodes (parallel 
vertical wires) which are electri- 
cally charged to create an electro- 
static field of high negative in- 
tensitive. At the same time the 
conveyor acts as a positive ground 
for the metal shells being coated. 
The principle of the process is the 
familiar polarity (positive and neg- 
ative) wherein like repels like, 
while opposites attract. 

As the coating material is atom- 
ized and sprayed into the electro- 
static field at low pressure the paint 
particles assume the same negative 
high intensity charge as the dis- 
charge electrodes. As a result, the 
paint, negatively charged, is re- 
pelled from the electrodes and is 
attracted to the heater shells com- 
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setup for automa- 


ing through the conveyor, since 
these metal surfaces are the near- 
est objects of opposite (positive) 
polarity. In other words, the atom- 
ized paint sprayed into the electro- 
static zone becomes electrically 
charged (negatively) and, as the 
heater jackets of opposite polarity 
move through this fog of charged 
paint particles suspended in the 
air, the charged paint particles fly 
to the surfaces of opposite polarity, 
which are the heater jackets. The 


coating deposited in this way is re- 
markably uniform in thickness. 
Naturally, there is a minimum 


of. overspray in an electrostatic 
setup. Practically all of the paint 
sprayed into the electrostatic zone 
is effectively utilized to coat the 
products that are exposed to it 
while they travel through by con- 
veyor. 

The process itself is entirely 
automatic, although generally a 
part-time attendant is required to 
check the controls and see that 
everything is operating satisfac- 
torily. Each electrostatic spray 
unit is individually engineered for 
a specific operation, but every one 
follows a more or less general pat- 
tern. A large variety of parts and 
products can be safely and eco- 
nomically painted by electrostatic 
spraying. [END] 
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“ @ you're wondering what the peculiar design 
shown above represents, we'll relieve your curiosity 
immediately. It's a modernistic graph of the flow of 
goods in a finishing department where disorganization. 
improper planning. or unscientific layout has produced 
snarls and slowdowns with the inevitable bottleneck 
that makes everybody unhappy — including your cus- 
tomers. 

Bottlenecks cost money. too, and very often are the 
cause of labor trouble and inferior products. 

So let's take a look at a brighter side of the pic- 
ture. If you like graphs. you should absolutely drool 
over the little beauty we show on the opposite page. 


FINISHING 


Georce KOC Hisons.inc, 

shi 

is 


SONS, INC. 


@ Anyone can see with half an eye that this is a 
nice, smooth flowing graph. It is an engineer's “pic- 
ture” of the flow of products in a typical “KOCH EN- 
GINEERED” finishing department. The different prod- 
ucts (ABCDE) may take the same (B,C,.P,B,) or differ- 
ent (B, B.) finishing operations, but they nevertheless 
slide along on a timed schedule which gets them to 
point Y on the beam. No bottlenecks! KOCH does the 
complete job for you—from original layout to final 
erection and tested operation — or any part of the job 
you want done. 


Write for Circular A-2 


GEORGE KOCH SONS, Inc. 


EVANSVILLE 4 INDIANA 


FINISHING 
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NE OF America’s few re- 
O maining product citadels 

built on old-fashioned hand- 
craft techniques of manufacture— 
the home—is now being success- 
fully stormed and conquered by 
mass production methods, promis- 
ing to mark another major mile- 
stone in the nation’s social and eco- 
nomic progress. What once was the 
dream of visionaries—the “home 
of tomorrow,” a complete house, 
factory-made at high-speed, with 
precision and economy, and “pack- 
aged” ready for delivery—is stead- 
ily becoming, in more and more 
communities across the country, the 
“house of today.” 

Realization of this stellar achieve- 
ment stems largely from the devel- 
opment of a new type of house-- 
the so-called “Manufactured Home” 


Progressive operation sequence plus continuous time-flow 
principle equals quantity output of quality homes at low 
cost at Gunnison Homes, Inc., where exterior and interior 
product-finishing problems have been solved by a simplified 
streamlined system, utilizing modern methods, machines and 
materials which are geared for mass production of houses. 


World's largest plant devoted exclusively to manufacture of homes on a modern 


mass-production basis—new $1,500,000 plant of Gunnison Homes, Inc., New Albany, Ind. 


—by Foster Gunnison, a pioneer 
in prefabrication, who today heads 
the nation’s number one producer 
of such houses, Gunnison Homes, 
Inc., of New Albany, Ind., a sub- 
sidiary of the United States Steel 
Corporation since 1944, 

Here, the combination of bold 
“jmagineering” in product design 
and a thorough adaptation and con- 
veyorization of assembly-line tech- 
niques as conceived and applied by 
the “Henry Ford of Housing” in a 
superbly-equipped $1,500,000 plant 
have set new standards of produc- 
tive efficiency in the manufacture of 
homes which, thanks to their unique 
universality, fit the mass market in 
style, price and size. Application 
of mass production methods to the 
problem of house building, there- 
fore, has brought about the cre- 
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» the Shown in this view of Gunnison's new plant, providing a manufacturing area of 400,000- 

1ere- sq.ft. is part of the 1000-ft. conveyor line which moves window panels, door panels and 

cre- other home “parts” through the finishing operation and drying ovens. 

lern ation of a home for Mr. and Mrs. Through continuous timed-flow, 

ind. America that has definitely shown conveyorized production, houses 


— itself to be of excellent quality and roll off the Gunnison assembly line 
‘ ‘2 lower in cost than’ a comparable in virtually the same manner as do 
a type residence produced by con- automobiles, refrigerators, ranges, 
ventional, age-old construction electric motors and countless other 
techniques. products that are turned out in 


Page 41 


] 


INDUSTRIAL FINISHING, March, 1948 


high volume and at low cost. At 
Gunnison’s a complete house is pro- 
duced in 25 minutes. This manu- 
facturing cycle from raw material 
to finished product is expected to 
be cut to 15 minutes through the 
increased efficiencies resulting from 
greater production as time goes 
on. The plant is laid out with the 
central production area fed by sup- 
plies stored on each side adjacent 
to various fabricating departments. 


Standardized Sections of 
Homes are Interchangeable 

Floors, walls, ceilings and roofs 
for each of the eight different 
Gunnison homes are all made in 
standardized, interchangeable, 4-ft. 
wide panels, which are fabricated, 
insulated and completely finished 
in the plant. There are only 28 
different types of wall panels. From 
these the designers make 11 right- 
handed and 11 left-handed floor 
plans, or 22 all told. Total number 
of panel types made, including those 
for floors, ceilings, gable-ends and 
roofs, is only 43. 

Waterproof, soilproof finishes ap- 
plied on the interior eliminates the 
need of refinishing. Use of a spe- 
cially-designed primer for exterior 
surfaces simplifies application of 


_ the final paint coat. 


Made of fire-resistant materials, 
insulated against cold and heat, 
equipped with modern conveniences, 
embodying designs along traditional 
lines, each Gunnison home is com- 
plete when it comes off the assem- 
bly line. No two of the basic eight 
homes need ever have the same ap- 
pearance. Individuality is achieved 
through ingenious provisions for 
variety in form, detail and color. 


Plant Is All Conveyorized; 
a Home Every 25 Minutes 

The Gunnison factory, the pre- 
fab industry’s largest plant, is con- 
veyorized from “stem to stern” in 
the interests of real efficiency and 
economy All manufacturing oper- 
ations, including surface prepara- 
tion, finishing and drying, are sub- 
divided into simple, repetitive 
tasks; materials are transported 
from one work station to the next 
by motor-driven chain conveyors, 
the speeds of which are synchro- 
nized so that all the panels for 
a complete house arrive at the 
shipping dock every 25 minutes. 
Finishing materials, methods and 
machines—all of the latest type— 
are neatly integrated into a stream- 
lined system that provides smooth- 
flowing production in the economi- 
cal application of quality finishes. 

Panel production starts with lum- 
ber and hardwood veneers. The 
lumber passes through machines 
where it is sawed and planed to 
the required dimensions; then it 
is assembled into frames. The ve- 
neers, which have been converted 
into waterproof laminated wood, 
are bonded to both sides of the 
frame, thus making a complete 
panel. 

The frames are laid out on spe- 
cially-designed clamping jigs in cer- 
tain basic patterns, choice of which 
differs, depending on the ultimate 
use of frames and solid panels, or 
as panels containing doors and win- 
dows. After being fastened to- 
gether lightly, the assembly travels 
on a continuous conveyor to re- 
ceive an adhesive coating, after 
which insulation is inserted. This 
chemically-treated rock wool bat in- 
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Finished wall panels roll off the conveyorized production line every 25 minutes. 


sulation is sealed into all panels, 
including floors, exterior walls, ceil- 
ing and even partitions between 
rooms. 


Ply Panels Glued to Frames; 
Machine Operations 

Then interior and exterior cov- 
erings of phenolic bonded plywood 
are applied. The plywood is then 


bonded to the frame with phenolic 
resin in a hot press, providing a 
single structure of great strength. 


After cooling, complete panels 
(laminated sheets bonded to the 
panel framework) are carried to a 
special power saw which trims them 
to exact width and cuts spline 
grooves. From this machine panels 
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go to a multiple drill that bores all 
necessary holes in one stroke. Pan- 
els are then hung on a 60-ft. con- 
veyor that travels at the rate of 
16-ft. per minute. On this line 
numerous operations are performed 
—edges are rounded, treated and 
stained; minor nail holes are 
“doped”, and backboard spacer 
blocks applied. The panels are then 
transferred to another conveyor so 
that the same operations can be 
performed on the opposite side of 
each panel. 


Beginning of Finishing 
Operations on Sections 

Now comes sizing, sanding, clean- 
ing and finishing, each of which is 
executed as the panel travels 
through various work stations on 
a power-driven endless monorail 
conveyor that runs at the rate of 
20-ft. per minute. Panels of vary- 
ing thickness (54 and 2-in.) are 
held in suspension with clamps spe- 
cially devised for this purpose by 
Gunnison production engineers. 


Following the removal of finger- 


marks and surface abrasion, pan- 
els go through a series of four 
finishing and drying operations. 
Both interior and exterior surfaces 
have their own separate finishing 
systems, which are combined into 
one completely conveyorized set-up. 


Interiors, Two Lacquer Coats; 
Exteriors, Two Prime Coats 
Interior surfaces of panels are 
finished by a two-coat lacquer sys- 
tem, employing tinted waterproof 
lacquer which is pumped directly 
from the container to the point of 
application. Exteriors receive a 
double coating of “Pre Fab Ex- 
terior Shop Coat White,” a special 


type primer developed expressly for 
this particular operation to meet 
Gunnison’s exacting production re- 
quirements and time-flow schedule. 

Panel exteriors get their initial 
prime coat in the first spray booth, 
a waterwash-type unit. Then in- 
terior surfaces are lacquer-sprayed 
in the second booth, after which 
panels are force-dried at 120° F., 
in a steam-heated, automatically- 
controlled oven 100-ft. long. The 
conveyor, following a U-turn. in 
the oven, thus carries the panels a 
distance of 200-ft. during this dry- 
ing process. 

Oven-dried panels are sanded 
manually to smooth their surfaces 
and prepare them for application 
of the following finishing coats: 
Lacquer for interior surfaces, and 
primer for exteriors. These coat- 
ings are applied in separate spray 
booths. Panels are again dried. 


Oven Drying Followed by 
Waxing and Polishing 

Polishing and waxing complete 
the finishing of panel interior sur- 
faces, after which the panels then 
pass on for final-inspection and for 
the installation of glazed windows 
and screens, doors and hardware, 
including bronze weather-stripping 
for all outside doors. Exterior sur- 
faces of panels—given’‘two primer 
coats before shipment from the fac- 
tory—receive their final paint coat- 
ing in the field after the home is 
erected by the local Gunnison 
dealer. 

An additional highlight worthy 
of note in connection with the 
primer material used for panel ex- 
teriors is the fact that its develop- 
ment culminated from years of 
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painstaking research and numerous 
carefully controlled accelerated and 
normal weathering tests conducted 
by its originator. The material may 
well be termed a “productioneered” 
paint in that it is specifically de- 
signed to meet certain stringent 
requirements governing the mass 
production technique of Gunnison 
homes. 


The Exterior Primer Was 
Specially Formulated 

Experience acquired in the de- 
velopment of this material, a spe- 
cially formulated exterior primer 
with a synthetic resin base, clearly 


One of the waterwash spray booths where 
panel exteriors are spray painted with Pre 
Fab Shop Coat White, a paint designed and 


developed for conveyorized finishing work. 


demonstrated that to be success- 
fully used, and at a cost within 
prescribed limits of economical ap- 
plication, it must: 1) dry rapidly 
without impairing weather-resist- 
ance qualities; 2) be sufficiently 
durable to withstand prolonged out- 
door exposure, and 3) effectively 
defy weathering so as to save sub- 
sequent recoating, an operation 
which otherwise would be neces- 
sary. This latter is essential be- 
cause in may cases, due to adverse 
weather, there may be a lapse of 
from three to six months from the 
time of erecting until the house is 
painted. 

Designed to fit Gunnison’s spe- 
cific continuous timed-flow produc- 
tion schedule, this material is 
force-dried at approximately 120° 
F. in 20 minutes for handling, or 
air-dried in 45 minutes for han- 
dling. By means of conventional 
pressure tanks, it is mixed, agi- 
tated and flowed to the spray booth. 
Pressure of 100-lbs. is available, 
but it is regulated to provide a ma- 
terial flow at the rate of 50-lbs. 
at the spray gun nozzle. 

The material, moreover, is suit- 
able to take any premium-quality 
conventional - type exterior house 
paint. Of still further interest is 
the fact that on two occasions the 
formulation was revised by the 
paint company’s laboratory to meet 
demands for accelerated output 
when the conveyor speed was 
stepped up. 

While panels are being processed 
and painted as they are conveyed 
step by step from raw material to 
completed product, all other parts 
of the home likewise are moving 
to the shipping platform. Like the 
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Four stages in finishing are shown in this photograph of the drying oven: |) Finished panels 
at right are entering the oven; 2) Operators are sanding the sealer preparatory to applica- 
tion of second lacquer coat on dried panels shown emerging from oven; 3) On third line 
at far left, panels have received their second finish coat and are entering the oven; 4) 
Fourth line at extreme left shows final finished panels coming from oven. 


wall panel production line, flooring 
and ceiling panels roll off their 
own respective, conveyorized lines, 
arriving at the same destination 
within the same time allowance. 
Following the same fabricating op- 
erations, floor paneling is sprayed 
with a clear floor lacquer of long 
wearability and then dried in a 
25-ft. infra-red oven at approxi- 
mately 100° F. for three minutes to 
control humidity and hasten dry- 
ing. Ceiling plywood is roller-coat- 
ed on a sub-assembly line with the 
first lacquer seal coat, then infra- 
red-dried at the same temperature 
and for the same period as the 
flooring. Joined to the ceiling 


frame, the complete panel is then 
spray-finished with clear lacquer. 

Meanwhile, interior trim is 
milled, finished and packaged. Heat- 
ing equipment is completely as- 
sembled and tested, and the various 
cabinets and items of architectural 
treatment are prepared for ship- 
ment by rail or truck. 

Eventually, it is hoped to reduce 
the factory assembly time of a 
complete Gunnison home from 25 
minutes to 15 minutes. The com- 
pany, with this objective in mind, 
is carrying forward an extensive 
research program to investigate 
and evaluate for its purposes the 
suitability of various materials. 
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— SPECIALIST” 


eliminates unnecessary expense 


During a call at a large plant, a Lowe 
Brothers “Finishing Specialist” spotted a 
rust problem on castings. Foresightedness 
and basic finishing knowledge enabled him 
to quickly suggest the solution. 

Semi-finished product parts, after being 
primed, were temporarily stored outside. 
Frequently rust formed on these parts. 
Before castings could be completely fin- 
ished, it was necessary to wire brush and 
reprime rusty surfaces. 

Lowe Brothers “Finishing Specialist” 
checked the entire spraying operation, 
made a few minor corrections— 
then suggested an improved light- 
ing system. Both reconditioning and 
repriming expenses were eliminated 
by this increased illumination— 


which enabled the spray man to efficiently 
put an even coat over each casting surface 
and thereby prevent rusting. 

This experience illustrates how the 
knowledge of a Lowe Brothers “Finishing 


’ Specialist” helps him solve finishing prob- 


lems that may lead to lower finishing costs. 

Why not have a Lowe Brothers “Finish- 
ing Specialist” study your finishing meth- 
ods for possible improvement? No cost or 
obligation. Write The Lowe Brothers 
Company, Dayton, Ohio. 


Lowe Brothers 


FINISHES FOR INDUSTRY 
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product HAMMERED FINISHES 
of unsurpassed Sales Appeal 


Do you make office equipment, radios, 
heating and ventilating units? What- 
ever you produce, it can use a high 

uality, rugged, baked hammered 
gnish of unsurpassed realistic de 
... and with DIMENSO you get 2 co. 
sprayed simultaneously, from one gun, 
at % less cost! 

There’s not another finish like it! 
Not another finish works so easily . . . 
coats your product with beautiful, 3- 


dimensional hammered finishes—in one 
operation—that are protective, colorful 
... finishes that will help sell on sight! 

And you can register your color selec- 
tions with Sherwin-Williams so no one 
else making the same type of product 
can use ’em. Have representative call. 
No obligation at all! The Sherwin- 
Williams Co., Industrial Division, 
Cleveland 1, Ohio. (Export Division, 
Newark, N. J.) 


Another Product of SHERWIN-WILLIAMS INDUSTRIAL RESEARCH 
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Handling Rush Jobs 
in a Custom Shop 


Expert metal finisher explains 
how and why rush jobs show up, 
and discloses his special tech- 
nique for handling them to get 
a smooth quick-dry coating that 
will stand critical inspection. 


By G. A. CONRAD 


N MOST industries it is perhaps 
| unfortunate that the finishing 

department occupies a position 
midway between fabrication and 
assembly. Because of this unenvi- 
able position it seems that the fin- 
ishers are destined to be always 
working under pressure. Engineers 
and designers can dawdle intermin- 
ably. Parts may lie forgotten in 
the machine shop, foundry or sheet 
metal shop; but when they reach 
the paint shop, time is running 
short. Production must move rap- 
idly. 

Much of this condition is due to 
the difficulty of storing finished 
parts. Before the finish is applied, 
parts can be stacked or nested with- 
out any particular protection, there- 
by conserving space. After finishing 
it is a different story; many plants 
just don’t have the room. There is 
a tendency, therefore, to delay 
painting until the products are ac- 
tually needed. 


Then there are the inevitable 
changes in plans or specifications. 
Take for instance, a typical day: 
The painting supervisor is breath- 
ing easy; a check on his finished 
stock with the assembly schedule 
shows a favorable balance; and he 
begins to contemplate getting one 
or two maintenance or alteration 
jobs underway. Then along comes 
an order to change the schedule, 
substituting a model for which 
there are probably no cases fin- 
ished. These things account for 
the air of desperation which seems 
to pervade so many paint shops. 

Even in the job shops, this pres- 
sure is apparent on the sprayers. 
The manufacturer who jobs out 
part or all of his work, has even 
less leeway in his time margin 
than the completely self-sufficient 
organization. Work delayed by the 
finishing contractor may make all 
of his assemblers idle. Meeting 
deadlines is part of the sprayer’s 
daily life, and in time he comes to 
regard it as normal and does not 
mind it too much. 


Special Finishing Job 
Wanted in a Hurry 

It is the last minute rush job 
which is the bane of the finisher’s 
existence. You all know how it 
works. About two o'clock in the 
afternoon, when you have every 
man and station busy, in walks 
some customer with an assortment 
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of parts which, he explains, are 
for a special order. You check the 
specifications. Naturally, they never 
include anything you are running 
at the itme. 

The bearer of these tidings in- 
forms you that a truck is coming 
at six o’clock to pick up the com- 
pleted unit, or perhaps one of the 
salesmen is taking it with him: 
Anyhow, you had better get it out, 
and quick. It’s funny how the out- 
sider seems to regard a spray gun 
as some sort of magic wand; an 
operator waves it in front of 
the work and presto! The job is 
finished. 

Your first temptation is to throw 
the stuff out the window. Your 
second thought is te load up a 
couple of spray-guns, pour the paint 
on and give it a fast bake; or, if 
it’s an air-dry job, hand it back 
wet. However, if you are a good 
business man you will do neither. 
The shorter the time allowed, the 
more reason you must take your 
time. There are good logical rea- 
sons why you must restrain any 
impatience, keep a cool head and 
pace the job deliberately. 


Why Those Special Jobs 
Are So Important 

In the first place, these special 
jobs are usually important. Since 
each special job differs from the 
standard stock, it is bound to be 
noticeable. Perhaps it is the fore- 
runner of a new line, to be ex- 
amined by salesmen and checked 
by designers who, caring little for 
excuses, will certainly make critical 
remarks about a shabby finish. As 
we all know, it is the hurry-up job 
that has a habit of being disap- 
pointing. Something always slips 


up—a run or a thin spot; perhaps 
a finger mark from handling a 
piece too wet. This is one reason 
for taking it easy. Haste makes 
waste. Keep a cool head. 

Now let’s consider the proper 
curing or drying of the paint—still 
having in mind getting the job out 
on time. It is one thing to get the 
required number of coats on a sur- 
face, to give it some semblance of 
dryness, and then pass the respon- 
sibility on to someone else. It is 
an entirely different matter to put 
on a finish that is smooth, hard and 
tough—able to stand the abuse of 
assembling and packing. This is 
the kind of finish that even a rush 
job merits, and this is where proper 
pacing comes in. 


Thin Coats Dry Faster 
Than Heavy Coats 

It doesn’t matter what material 
is used—whether lacquer, baked 
enamel or even air-drying synthe- 
tics —the curing process can be 
shortened and a satisfactory hard- 
ness can be achieved by proper ap- 
plication of the material. Granted, 
the method may involve extra han- 
dling—but, in this case, we are 
primarily interested in time and 
results. 

When a finishing material is 
sprayed on a product, part of the 
solvents in the coat immediately be- 
gin to flash off or evaporate. This 
rapid evaporation, however, can 
only take place on the surface. Any 
solvent beneath the surface must 
slowly work it’s way toward the 
air that will vaporize it. The rate 
at which the surface solvent is 
carried away is much faster than 
the replacement from beneath. The 
top surface glazes over, further im- 
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peding the drying process. It is 
quite evident, therefore, that a very 
thin coat will quickly rid itself of 
its solvent, whereas a heavy coat 
will tend to retain solvents after 
the initial flash drying. 

The drying process is also de- 
pendent on air circulation. Every 
shop has certain corners where the 
air is “dead” and finished work 
placed in these areas is slow to dry. 

Materials used for a rush job 
should be mixed somewhat thinner 
than the normal mixture. For each 
coat called for in the specifications, 
two or more very thin coats should 
be sprayed, allowing an interval 
of from three to five minutes be- 
tween each application. The mate- 
rial should be sprayed just barely 
wet and the interval between coats 
should be gauged according to 
the relative drying speed of the 
material. 


Tests of Two Methods 
Show Which Is Faster 

Recently I had occasion to test 
this (see previous paragraph) on 
two identical batches of work. The 
finish specified was: One coat of 
air-drying primer, followed by two 
coats of lacquer-base aluminum, 
and finished with one coat of clear 
lacquer. The first batch we fin- 
ished as rapidly as possible, ap- 
plying one coat over the other as 
fast as it could be sprayed. It took 
about 30 minutes to spray this lot. 

Then, we started the second 
batch. The primer being a trifle 
slow drying, we sprayed it in two 
light coats, allowing five full min- 
utes of drying time after each coat. 
Then the first coat of aluminum 
was sprayed. Since the aluminum 
was very fast drying, we only 


waited two or three minutes be- 
tween applications, and we applied 
three light coats instead of the 
specified two coats. We waited 
five minutes after the last coat of 
aluminum before spraying the first 
coat of clear. The clear lacquer 
required three operations at 5- 
minute intervals. The last coat of 
clear was thinned in the proportion 
of one part of lacquer to four parts 
of thinner, to bring out the gloss. 

This second batch required about 
one hour to finish. At this time we 
examined our first batch of work; 
it was still soft. Half an hour later, 
we examined both batches. The 
one that had been sprayed in 
stages (thin coats each followed by 
a few minutes of drying) was hard 
and tight 30 minutes after the 
final coat. The first batch, on which 
the material had been sprayed in 
heavy coats and rushed was still 
not dry enough to be print proof 
after 114-hours of drying. 
How We Speeded Up a 
Baking Primer Job 

In another case, a baking primer- 
surfacer required 114-hours of dry- 
ing at 300° F. to bake it hard 
enough to sand. Raising the oven 
temperature was not advisable, as 
it interferred with other work. By 
having the operator apply the mate- 
rial in four light coats instead of 
two heavy coats, it was discovered 
that the baking time could be cut 
to one hour. These were large cab- 
inets, so we set up two instead of 
the usual one, and the sprayer 
merely alternated from one to the 
other. Thus, no time was lost ex- 
cept spraying time. To off-set this, 
a smoother coat resulted, which 
saved sanding time. (To page 57) 
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This method of hurrying the 
drying by spraying thin coats is 
especially feasible with air-drying 
synthetics. Often it cuts the dry- 
ing time in half. We have all ex- 
perienced the wrinkling of these 
materials, resulting from an at- 
tempt to force the drying in an 
oven. However, spraying them in 
light, spaced coats avoids any ex- 
cessive build-up or soft undercoat, 
making moderate force-drying safe. 
The final coat should be reduced 
50/50 with thinner. If oven drying 
is resorted to, allow at least one- 
half hour of air drying first. 


Mis-Adjusted Spray Guns 
Caused Sore Arms 


by Robert J. Haan 


ECENTLY a largé manufacturer 

was faced with a severe labor 
problem. Several production line spray 
operators were developing sore and 
swollen arms after only a few hours 
of work. On more than one occasion 
the company doctor was obliged to 
send the men home at mid-day. 

It was recognized that this was no 
“feather-bedding” excuse for labor 
to lay down on the job. Those swollen 
arms were real. In desperation the 
company attempted to alleviate the 
strain on the men by designing 4- 
finger triggers to replace the conven- 
tional 2-finger triggers. However, the 


‘sore arms continued. 


Finally, the spray equipment manu- 
facturer was called in and told to 
eliminate the cause of this trouble or 
be faced with the possible loss of any 
future business with this concern. 

Two basic causes were discovered. 
It was found that the fluid nozzle ori- 
fice of each spray gun was too large 
for the particular material this com- 


pany was spraying. This condition, 
plus the fact that excessive pressure 
was being used on the pressure-feed 
paint tanks, forced the men to re- 
strict the flow of material by turning 
in the fluid needle adjusting screw 
at the rear of the gun. 

By restricting the flow of mate- 
rial with this adjusting screw, the 
men unwittingly were increasing by 
more than four times the spring ten- 
sion, and consequently they were over- 
exerting their forearm muscles with 
every pull on the trigger. 

After installing the recommended 
nozzle orifices in these spray guns 
and correctly adjusting the fluid pres- 
sure, the material flow was controlled, 
even with the fluid needle adjustment 
wide open. Thus, spring tension was 
relieved, swollen arms disappeared and 
production line spraying progressed 
unimpaired. 


K. M. Anderson named Technical 
Sales Representative for Zapon 


A recent announcement by the Zapon 
Division of the Atlas Powder Co. named 
K. M. Anderson a Technical Sales Rep- 


resentative, According to J. M. Howard, 
General Manager of the Division at 
Stamford, Conn., Mr. Anderson has been 
in the industrial finishing field since 1937, 
except for two years with the 5th Am- 
phibious Forces in New Guinea. 

He started with another manufacturer 
of finishes, as a Sales Representative in 
New York City and Long Island. Then, 
following the war, he did free-lance sales 
work and advisory service to manufac- 
turers in Connecticut and New York. 


B. W. Maxey Made Controller of 
Glidden Company 


Mr. B. W. Maxey has been advanced 
to the position of controller of the Glid- 
den Co., Cleveland, Ohio. Mr. Maxey 
succeeds Clarence L. Cole, who retired 
December 31 to his Hilltop farm at 
Mansfield. 

Mr. Maxey joined the Glidden Co. in 
1941 as a traveling auditor and since 
1942 has served as chief cost accountant, 
working in close association with his pre- 
decessor. A graduate of the University 
of Illinois, the new controller has had 
wide experience in auditing, public and 
general and cost accounting. 
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Explaining the operation of a 
practical mechanized setup for 
the cleaning, rust-proofing and 
painting of automobile wheels— 
a setup which is applicable to 
other metal parts and products. 


By FRED M. BURT 


rication, cleaning, Bonderizing, 

painting, oil dipping and baking 
lines in the Norris Stamping & 
Mfg. Co.plant at Los Angeles, Calif., 
represent close to the ultimate 
in practical mechanization. Start- 
ing with sheets of steel for wheel 
rims and spiders, each successive 
operation quickly moves the units- 
in-process toward completion and 


Tie AUTOMOBILE wheel fab- 


A perspective drawing of the entire setup, looking down from above. Metal cleaning and 
Bonderizing unit appears at right; drying and cooling tunnels are next to large oven at left. 
The small unit in middle is for dip coating and draining the paint. 
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Ford wheels are placed on conveyor at extreme left. Conveyor moves left to right and 
enters the cleaning and Bonderizing section of the setup at extreme right, in background. 


delivery to box cars for shipment 
to Southern California automobile 
assembly plants. 

Following the metal work, which 
includes forming and assembly, 
the completed wheels enter and pass 
through a cleaning and surface 
preparation setup, which is shown 
in the illustration on this page. 
Here the heated solutions (alkaline 
cleaner, Bonderite, chromic acid) 
and rinse water are sprayed ove1 
the wheels as they move along by 
conveyor. 

Present operations include the 
production of wheels for Ford and 
Chevrolet automobiles. Ford whee!s 
are given a dipped coat of primer, 


followed by baking. Chevrolet 
wheels are given an oil dip which 
protects them from rust during 
shipment to and temporary storage 
at Chevrolet assembly plants. 


Cleaning, Bonderizing, Dip 
Painting and Baking 

To get a clear idea of what hap- 
pens to Ford wheels, for example, 
suppose we walk over to the loading 
station of the 980-ft. conveyor 
which serves the entire cleaning, 
Bonderizing, dip painting and bak- 
ing setup. 

One man hangs wheels. to the 
projecting prongs of hanger fix- 
tures which are spaced 2-ft. apart 
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QUICK Dey 
UNLIMITED COLOR 
VERSATILITY 
DURABILITY 
SYESAPPEAL 
ECONOMY 


Crystal-clears . . . rich opaques in every conceivable shade 
. . . gleaming pearl tones . . . sparkling metallic iridescents 
. . . you have “color unlimited” at your disposal when 
you finish with lacquer. You can do it better with lacquer! 


HERCULES POWDER COMPANY 


mconPoeateo 


928 Market Street, Wilmington 99, Delaware 
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ANOTHER PROVEN 
FUSION -TYPE 
FINISHING MATERIAL 


STAINS AND FILLS 
IN ONE OPERATION 


Finish schedules that formerly required up to 
20 bours from raw wood to the rubbing — 
can be reduced to about 3 hours by using Durafill. 

In addition, Durafill provides transparency, 
brilliance and color depth; does not raise grain; 
can be recoated with lacquer immediately after 
wiping and cleaning. Enables the lacquer to “fuse” 
and bind entire finish into one coat from wood 
fibres up. And most important — Durafill retains 
its color permanently—because it is made from 
non-fading dye stuffs and pigments. 

Red-X Durafill promotes toughness, adhesion 
and durability. It can be applied by spraying, 
brushing, flooding or dipping. Requires 
no “flash-off” or “ripening” 
wiping. Wipes as easily as a conven- 
tional filler... does not pull or 
become sticky. Fills pores flush. 
Does not “puff,” “lift,” “shrink” 
or swell when coated with sealer 


or lacquer. 


Write for this 
FREE BOOKLET 
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. % Bath by Working Spray | No. of | Temper- | Pressure Heated | 
7 q Spraying Vol. Gals. Length | Jets ature in lbs. | by steam | 
Cleaner* 180 160° 17 Coils 
; : Hot water rinse 720 72-in. 86 155° 15 Jet 
Hot water rinse 720 72-in. 86 136° 13 Jet 
Bonderite#* 1860 239-in. | 154 138° 13 Coils 
te Cold water rinse 120 
: % Chromic Acid 600 60-in. | 120 150° 17 Coils? 
*Cee Bee No. 80, alkaline. **Spray-Bonderite 100. With auxiliary jets. 
on the conveyor chain. The con- flow to the conveyor’s travel. It is 


veryor is set to travel at the rate 
of 8-ft. per minute to give it a 
production capacity of 480 wheels 
an hour. It is driven with a vari- 
able-speed drive which permits set- 


designed to lower the heat of the 
wheels to a temperature suitable 
for painting. 

Leaving the cooling tunnel, the 
conveyor makes a U turn at a high 


a ting the speed anywhere between level, then drops down to enter a 
‘aun 6 and 15-ft. per minute. 36-ft. tunnel which contains the 
| ‘ Temperatures are closely regu- dip tank and the drain pan. This 
a lated by thermostatic controls. In 1000-gallon tank is filled with a 
ie" addition to the loader, the only black dipping primer. The tank is 
ee other man working on the 980-ft. 2-ft. wide, 18-ft. long at the top, 
{ , conveyor is a machine operator, and 10-ft. long at the bottom, with 
which checks the strength of solu- sloping ends. 
tions, temperatures, pressures, etc. 
Leaving the chromic acid bath, Technique of Dipping; 
! the conveyor ascends to a higher Safety Precautions 
level and travels to the 48-ft. long The angles at which the wheels 
drying tunnel which adjoins the enter the paint, and at which they 
, elevated baking oven. In this drier, are withdrawn, has been deter- 
. a blower moves heated air in coun- mined by careful experimentation. 
" terflow to the conveyor. The heat It was found that a happy medium 
at input has been carefully calculated —between the too quick and the 
a to accomplish a thorough drying too lengthy periods, the too sharp 


—but without any excess heat 
which would waste fuel and put an 
unnecessary burden on the adjoin- 
ing, parallel, 42-ft. long cooling 
tunnel. This cooling tunnel has a 
blower moving cool air in counter- 


and too obtuse angles of with- 
drawal—as finally determined, gives 
a continuous uniform paint coverage 
without runs, sags, skipped places or 
heavy building up of paint. Forced 
air circulation over the withdrawal 
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MODERN ORGANIC FINISHES 


Their application to 
Industrial Products 


This book is brand new and contains 
452 pages of the latest information on 
finishing. It describes modern finish- 
ing materials and equipment for their 
application, drying, conveying, etc., so 
that the reader may have an overall 
picture of modern industrial applica- 
tions. Throughout, the main emphasis 
is on proper selection and use of ma- 
terials to get the best possible finish 
at minimum cost. 


Contents 


MATERIALS: Oleoresinous and Alkyd Varnishes and Enamels; Cellulose Lacquers; Spirit 
Varnishes, High Integrity and Specialty Finishes; Stains, Wood and Metal Fillers, 
and Miscellaneous Finishing Materials. 


MODERN APPLICATION METHODS: 
Spray Painting; wy and _——— « Roller and Knife Coating; Tumble and 
Centrifugal Finishing; Processes. 


METHODS: 
The Drying Process—Air Drying; Force Drying; Baking by Convection and Radi- 
ant Heat; High-Frequency Baking. 


PRODUCT HANDLING IN THE FINISHING DEPARTMENT: 
Conveying Methods. 


FINISHING PROCESSES: 
Wooden Furniture and Cabinet Finishing; Fusteiting West. Plywood and Hard- 
board Structural Materials; Special Industrial Wood Finishing Problems; Finish- 
ing Paper, Cardboard and Fabrics; Finishing Plastics and Resin-Impregnated 
Wood; Cleaning and Surface-Treating Metals; nishing Automotive and Railway 
t; Finishing Sheet Steel Products; Finishing Iron Castings; Finishing 
Aircraft; Rubbing and Polishing Organic Finishes. 


SOME GENERAL CONSIDERATIONS: 
Good Practice in the Finishing Department; Testing and Evaluating Finishes. 


The price is $8.50 and to eliminate bookkeeping we ask 
that cash accompany order. Sold on a money-back 
guarantee. Money refunded promptly and without any 
questions if you are not satisfied. 


INDUSTRIAL FINISHING Magazine 


1142 North Meridian Street Indianapolis 4, Ind. 
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end of the tank serves an important 
objective. A pump at the entering 
end is used for recirculation of the 
paint. 


In case of fire, or too high a tem- . 


perature in the unit, the contents of 
the dip tank are automatically 
dumped into a subterranean tank, 
and a carbon dioxide fire-extin- 
guishing gas automatically floods 
the tunnel. 


Oven Drying Technique; 
Heating Facilities 

Leaving the drip drain section of 
the tunnel, the conveyor travels a 


Ford wheels entering dip tank of priming 
paint. Notice pump in lower foreground. 


‘short distance at high level and 


then moves into the first of four 
passes through the baking oven. 
The initial heating and fuming zone 
is separated from the rest of the 
baking oven by a dividing wall ex, 
cept for an exit opening. High 
fuming tends to flatten or kill the 
gloss of the paint, therefore in 
this section of the oven there is an 
imput of fresh air and withdrawal 
of fume-laden air. 

The overall baking temperature 
is maintained at 400° F. Hot air 
for the baking oven and drying 
tunnel is produced and circulated 
by three heater units located on top 
of the baking oven. One supplies 
heat for the drying tunnel; one 
takes care of the fuming zone, and 
the other furnishes heat for the re- 
mainder of the baking oven. The 
whole system is automatic, with 
spark plug ignition and arrange- 
ments for a quick switch-over from 
one fuel to the other (natural gas 
or oil). The whole system shuts 
down automatically if anything 
goes wrong. 

After leaving the oven, the con- 
veyor travels at a high level across 
the room, to drop down for un- 
loading. The wheels then roll into 
a box car for stacking. 

When conveyor hangers become 
too heavily coated with paint, they 
are removed, 25 to 50 at a time, 
and replaced with clean ones. The 
paint-covered hangers are placed in 
a steel tank containing about 200 
gallons of water which is kept boil- 
ing with a steam jet. Six to eight 
pounds of stripper compound are 
added to make up a solution that 
cleans paint off the hangers in a 
few hours. (To page 66) 
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GET BETTER,ACQUAINTED 


CHARACTERISTICS: 


fo. WASHER BASES 


WITH 


High resistance to soap, alkali and moisture 
... perfect matching of color with Porcelain 
enamel tubs . . . complete color stability . . . 
long wearing qualities (is chip-proof and 
practically impervious to scratches) . . . 
easily kept clean and sanitary . .. maximum 
protection against rust. 


APPLICATION: 


Only one coat is needed. Finish is sprayed on. C ; | 


BAKING TIME: 
20 minutes at 300° F. 
available.) 


All Vedoe finishes are developed for a specific use, 
then slightly varied to best fit each customer’s pro- 
duction setup. Write today for more information 
about these “better finishes”. Also ask for your copy 
of the new booklet, A Review of Product Finishing 
with Organic Coatings. 


FERRO ENAMEL CORPORATION 


“CLEVELAND 5, OHIO 


PLASTICS DIWVISHON 


. .. 7 minutes with infrared. (Optional schedules are 
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Chevrolet Wheels Receive 
Coating of Oil 

Chevrolet wheels, after final fab- 
rication and inspection, roll through 
an oil bath beneath a steel plat- 
form in the upper part of the tank. 
A conveyor line carries ice-tong 
type grab hooks down to this plat- 
form. An inclined steel rod, bearing 
against the lower center parts of 
the grabs, starts them opening. 
Guides on the platform engage the 
hooks and keep them in a spread 
position until they come to the 
end of the short platform. At 
this point the successive oil-coated 
wheels rest against a stop. When 
the grabs drop over the end of the 
platform, they close and grasp the 
wheels to carry them up and across 
the room. Dropping down the wheels 
are automatically disengaged to roll 
into a box car for stacking. Ford 
and Chevrolet wheels are manufac- 
tured during alternate periods. 

Author’s Note: I wish to acknowl- 
edge the courtesy of Richards-Wilcox 
Mfg. Co. and Jervis B. Webb Convey- 
ors for use of their photographs. 


Chevrolet wheels are automatically disen- 
aged from “ice tong” grab hooks and roll 
Eton (to right) to enter the freight car. 


More Ethyl Acetate Available 


Substantial increase in production o! 
ethyl acetate for foreign and domestic 
delivery, at reasonable prices by Mon- 
santo Chemical Co. was announced re- 
cently by H. J. Heffernan, Genera! 
Sales Manager of Monsanto’s Merrima: 
Division. A byproduct of Monsanto’s poly - 
vinyl acetal operations at Springfield, 
Mass., ethyl acetate is refined at Merrimac 
headquarters in Kverett. Ethyl alcohol 
is a product of New England Alcohol Co. 
a Monsanto subsidiary, 


Hercules Sales Representatives 
in N. Y. and St. Louis 


The transfer of Jordan P. Snyder, Her- 
cules Powder Co.’s Synthetics Department 
technical sales representative in St. Louis, 
Missouri, to the department's branch of- 
fice in New York City, became effective 
on March ist. Dr. John Autenreith, of 
the company's home office in Wilmington, 
Del., has replaced Mr. Snyder in St. Louis. 

A graduate of Penn State, Mr. Snyder 
joined Hercules in 1942 at the Experiment 
Station near Wilmington, where he spent 
several years in the study of technical 
problems pertaining to the protective 
coatings industry. When Synthetics De- 
partment opened a sales office in St. 
Louis in May, 1947, Mr. Snyder was 
placed in charge. 

Dr. Autenreith, a graduate of City Col- 
lege of New York and M. I. T., joined 
Hercules six years ago as a research 
chemist at the Experiment Station. In 
1944, he was transferred to Synthetics 
Department's technical service division in 
Wilmington. 


Edwin D. Lowthian Joins 
Mixing Equipment 


Edwin D. Lowthian has joined the Mix- 
ing Equipment Co., Inc., Rochester, N. Y., 
as senior process engineer to augment the 
company’s field engineering service. 

For five years Mr. Lowthian was as- 
sociated with the Chemical Welfare Serv- 
ice, with special assignments at Pine 
Arsenal, Ark., Kaigewood Arsenal 
and im connection With coordination and 
inspection of the flame thrower program. 

Before his war experience, Mr. Low- 
thian was employed by the .engineering 
divisions and the sales departments otf 
nauonalily Known manufacturers. 

A graduate of Johns Hopkins Univer- 
sity in chemical engineering, Mr. Low- 
thian comes to the Mixing Equipment Co 
directly from a large manufacturer's 
process engineering section where his 
work included design, supervision and 
correlation of experimental data and 
results. He brings to his new connection 
a fund of valuable experience and knowl- 
edge that will be made available to field 
representatives and customers through- 
out the country. 
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Flow-Coating of Farm 
Machinery 


by Norman H. Voigt 


SUGGEST the flow-coat system for 

painting certain types of heavy 
farm and road building machinery. 
Composed of angle iron, rods, springs, 
sprockets and brackets, these huge 
machines are a complex array of 
heterogeneous parts. This fact makes 
either a dipping or flow-coat system 
almost mandatory. 

With the dip method, tanks of 1000 
to 2000 gallon capacity are necessary, 
and it is not unusual to-have 40 to 
50-sq. ft. of paint area constantly ex- 
posed to the air. Management does 
not consider it economical to pump 
all of this material back into the 
drums at the end of the day, thus 
even with the usually ill-fitting lid 
on, skinning and loss_of solvent con- 
tinues for 24 hours every day. 

Some plants use their dip-tank- 
paint—replete with steel filings, burs 
and grease—for six months without 
cleaning out the tanks. If the color, 
chemical and physical properties of the 
paint, at the time of cleaning, bears 
any resemblance to the original paint, 
it is definitely a coincidence. 

To overcome deficiencies existent in 
the dip method, some of the farm 
machinery manufacturers are adopt- 
ing the flow-coat system of coating. 
Simple installations in small indus- 
tries have been in use for a number 
of years, but this research is the first 
that I know of intended to develop 
high production methods. 

I recall the first flow-coat machine 
we made 14 years ago, for use on 
bedroom furniture. It consisted of a 
used %4-h.p. motor connected directly 
to a rebuilt Buick water pump with 
special naphtha and silica-resistant 
packings. Manually controlled fluid 
hose conveyed wood filler through 


ordinary sprinkling can heads onto 
the bed surfaces. The surplus drained 
through a fine strainer and then fun- 
neled back into the pump for recir- 
culation. 

The present day model is still sim- 
ple. Paint under pressure is forced 
through pipes and fluid hose and out 
of sprinkler heads, placed at strategic 
angles to thoroughly drench the bun- 
dies of odd shapes and protrusions. 

The aim is to limit atomization and 
evaporation, and produce an adequate 
flow of paint in order to penetrate 
all of the complicated crevices. Vis- 
cosity and temperature must be 
checked regularly and the solvent must 
be replenished at intervals. 

The set-up should be flexible and 
should allow for future expansion to 
accommodate changes in production. 
An exhaust system, incorporating 
both floor and ceiling outlets, is de- 
sirable because it permits control 
of the rate of paint drainage, as well 
as speed in drying. 

To summarize some of the merits 
of flow-coating: 

1) The amount of paint in use is 
only about 5% of that needed in the 
average dip tank. 

2) The paint is at all times thor- 
oughly mixed and has uniform vis- 
cosity. Even in dip tanks equipped 
with mechanical agitators, heavy in- 
erts often accumulate and lie in the 
bottom of the tank. 

3) Cleaning of the system at the 
end of each day or shift is easily 
accomplished by running a few gal- 
lons of solvent through it. 

4) Little evaporation and no skin- 
ning occur because the material is 
pumped back into sealed drums at 
the end of each day or shift, 


5) Continuous removal of metallic 
particles and dirt by strainers, at the 
inlet to pump, provides a cleaner 
finish for the product. 
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ZAPON 


One Coat 
Hammered 
Finishes. . 


A stable 
in the 
container 


When you use this new ZAPON One 
Coat Hammered line—you’ll get the effect 
you are after without having to eonsider a 
lot of ‘““Don’ts.”” The application is simple 
and easy—one pass with a spray gun usually 
does it—and the product is stable in the container. 


The effects you get will be beautiful and uniform. 
There’s eye appeal in the depth of the finish—the 
brilliance of the colors. If properly applied it will 
disguise the appearanceof metal imperfections, at the 
same time providing a smooth, dust-free surface. 
ZAPON One Coat Hammered is available in lacquer 
or synthetic base, for either bake or air dry. 

As always, ZAPON technical service will recommend 
the application to fit your problem. Just write or 
wire Zapon Division, Atlas Powder Company, Stam- 
ford, Connecticut, or North Chicago, Illinois. 


Production Finishes 
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material applied to the wood 

after bleaching or staining 
with dye-type stains, or just be- 
fore filling. It serves mainly to 
prevent discoloration of the wood 
by the oils and resins in the filler. 
It is used only in conjunction with 
filer, never on woods that do not 
require filling. In addition to keep- 
ing the color light, it preserves the 
clarity of the finish and aids in 
sanding the surface prior to filling. 

The material for a wash coat 
usually consists of lacquer sealer 
or shellac at 5% to 10% solids. 
One part of 15% solids sealer is 
reduced with two parts of lacquer 
thinner. One part of 4 or 41%-lb. 
cut shellac is reduced with 5 to 8 
parts of alcohol. Some finishers 
prefer shellac because the filler 
seems to work (wipe) better over 
it. 

The wast coat is a “must” for 
use over water stains. It is op- 
tional over non-grain-raising stains, 
but it is generally used on high- 
grade furniture to preserve the 
clarity of the finish. It is applied 
by spraying. Only a very thin ap- 
plication is required. Heavy coats 
should be avoided. When dry (after 


A WASH COAT is a very thin 


Author's Note: In this section | 
will discuss wash coats, fillers 
and sealer coats, as used in the 
finishing of new wood furniture. 


By ROLLIN H. WAMPLER 


15 to 30 minutes drying time at 
room temperature) the wash coat 
cannot be seen. It is always sanded 
smooth before filling. 

Sometimes a small amount of 
non-grain-raising stain is added to 
the wash coat to produce a more 
even or more brilliant color. Such 
colored wash coat is sometimes 
called a “toner.” 


Fillers Needed for Woods 
Having Large Pores 

Some woods such as_ walnut, 
mahogany, oak, ash, chestnut, pe- 
can, prima vera, avodire, and oth- 
ers have large open pores that 
require filling before the final coats 
are applied. The old method was 
to apply many coats of linseed oil 
or varnish, rubbing off the excess 
at each application until the pores 
were filled flush with the surface. 
Sometimes shellac or other resin 
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solutions were used, the finisher 
carefully sanding down each coat 
when dry. The process in each case 
was laborious and expensive. It 
would be prohibitive in these days. 

Modern paste wood fillers are 
now used almost exclusively in pro- 
duction furniture finishing. They 
are not needed on close grained 
woods such as maple and poplar; 
but they are used on such woods 
as mahogany, ash and oak. Some- 
times they are used on the exposed 
end grain of any wood to prevent 
topcoats from being absorbed. They 
may be applied on end grain under 
enamels to give perfect “hold-out” 
with one or two coats. 


What Wood Filler is and 
How to Use It 

Paste wood filler consists of in- 
ert filling pigments such as silica 
and asbestine, along with color pig- 
ments such as umbers, siennas, and 
others, properly dispersed in a ve- 
hicle consisting of drying oils, res- 
ins, driers, and thinners. The 
materials comes as a heavy paste 
weighing about 14-lbs. per gallon. 
For use, it is reduced with VM&P 
naphtha, mineral spirits, lead-free 
gasoline, xylol, or turpentine. For 
spraying, the filler is reduced in 
the proportion of 6 to 10-lbs. per 
gallon of reducer; for brushing, 
the ratio is 10 to 14 lbs. of paste 
filler to each gallon of reducer. 
VM&P naphtha is the preferred 
reducer in production furniture 
finishing. If the filler sets too fast 
for satisfactory wiping in hot 
weather, a portion of the naphtha 
should be replaced with mineral 
spirits, which evaporates slower. 

Normal air-drying time for an 
application of filler is about 15 


hours, although some fast-drying 
fillers may be safely coated in 4 to 
6 hours. A force-drying time of 
about one hour at 130° to 140° F. 
is satisfactory for most fillers. 


Spraying, Brushing, Padding 
and Wiping Filler 

Some very new fillers may be 
coated in from 10 to 30 minutes 
after wiping. Special reducers pre- 
pared by the filler supplier may be 
used, although some fillers may be 
reduced with equal portions of 
xylol and VM&P naphtha, and some 
with ordinary VM&P naphtha. 
These fillers are especially adapted 
for conveyor finishing, since no 
drying oven is required. Even if 
conveyors are not used, the savings 
in space and time in the finishing 
department make fast drying fillers 
worth while. 

Fillers are sprayed at 30 to 50- 
Ibs. air pressure. They should be 
sprayed from pressure tanks 
equipped with agitators to prevent 
the heavy pigments from settling. 
Some finishers prefer to apply fill- 
ers by brushing; or at least to go 
over the tops of cases with a brush 
after they have been sprayed, to 
work the filler into the pores. Some 
finishers pad it in while wet with 
felt pads on a reciprocating rub- 
bing or sanding machine. 

A heavy, wet coat is applied. 
When the surface has lost its gloss 
and is uniformly flat (in from 2 
to 10 minutes) the filler is ready 
to wipe. Experienced finishers use 
rags, cotton waste, jute, tow, or 
other fibrous material for the wip- 
ing. They always wipe across the 
grain in long, straight strokes, or 
go over the entire surface in circu- 
lar strokes describing circles 3 or 
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4-in. in diameter. Then they use 
a clean surface of their hand rub- 


bing pad to clean up, first across 


the grain, and then in light strokes 
with the grain. 

In finishing woods that have 
large open pores, the filling opera- 
tion is the most important one in 
the finishing system. If the filling 
is not properly done the whole sys- 
tem will suffer, and it will be next 
to impossible to get a good finish. 
Filler rubbers should be carefully 
trained and supervised. Many fore- 
man finishers in furniture plants 
make it a practice to spend con- 
siderable time supervising the filler 
crew. 


What Filler Stains Are and 
When They are Used 


Where deep colors are required, 
such as 18th century mahogany, 
the filler may be formulated with 
extra large amounts of color pig- 
ments so that the separate staining 
operation may be dispensed with. 
To retain maximum clarity, oil dyes 
may be incorporated. These oil 
dyes are not light-fast, however, 
and may give rise to “bleeding.” 
Both types are reduced with con- 
ventional reducers. 

The best filler-stain is a new 
synthetic type, containing the most 
light-fast acid and direct dyes. It 
requires a special reducer, and may 
be coated 30 minutes after wiping. 
While not versatile enough for the 
finest furniture, it is especially 
suited to radio cabinets, novelty 
furniture, ete. No _ preliminary 
staining (except sap _ staining), 
wash coatings, or sanding are re- 
quired, the material being applied 
directly to the raw wood. 


These filler-stains are supplied 
in paste form, and in ready-to-use 
solution. The paste material is re- 
duced in the same manner as fillers. 
Both types are wiped just like 
ordinary fillers. Drying times vary 
with the type of filler used. If re- 
duced with naphtha or mineral 
spirits, it should air-dry in 4 to 
15 hours. If the filler-stain is of 
the 30-minute type, it should be 
reduced with a special reducer sup- 
plied by the manufacturer of the 
filler and coated 30 minutes after 
wiping. 

The Purpose of a Sealer Coat; 
Lacquer Sealers 

Three types of material are avail- 
able for use to seal over the stain 
or filler in furniture work. These 
three are lacquer sealer, shellac, 
and varnish sealer. 

Lacquer sealer is almost univer- 
sally used as the priming coat in 
the production finishing of furni- 
ture. This sealer consists of nitro- 
cellulose (or other cellulose esters 
or ethers), resins and pasticizers 
dispersed in a suitable solvent blend 
and containing sanding agents 
(pigments) such as zinc and calci- 
um stearates. The actual solid 
(non-volatile or film-forming ma- 
terials) content is in the range of 
12% to 21%; that is, 100-lbs. of 
sealer will contain from 12 to 21- 
Ibs. of solid matter. 

Lacquer sealers are applied by 
dipping or spraying (usually) at 
40 to 50-lbs. air pressure. They 
are supplied ready for use, or they 
may require reducing with lacquer 
thinner. They air-dry to sand in 
from 30 minutes to two hours. The 
user is cautioned to avoid the fast- 
est-drying, easiest-sanding sealers 


to | 
| 
be 
tes 
re- = 
be 
be 
of 
me 
ha. 
ted 
no 
if “a 
igs 
rs 
be 
ks 
nt 
ig. - 
ll- | 
sh 
to 
ne 
th 
3S 
ly 
F 
e 
r ] 
r 


a 72 INDUSTRIAL FINISHING, March, 1948 IND 
Are your production costs getif ou 

& 

s«é DEPEND ON DU PONT FOR STE 


INDUSTRIAL FINISHING, March, 1948 


out of hand? 


Such things do happen! Perhaps your finishing 
materials and methods could stand re-examining 
these days. Particularly since finishing costs . . . 
going far beyond the cost per gallon of the finishing 
material itself . . . directly influence your total end- 
cost picture. 

All along the line the right finishes, correctly ap- 
plied, can effect substantial savings . . . in factors 
like drying time, storage space, labor costs, per- 
centage of rejects, and packaging operations. 

To bring overall production and handling econ- 
omy to your plant, call on Du Pont. Today, thou- 
sands of pre-tested formulas under the trade names 
“Duco” and “Dulux” are helping to keep manu- 
facturers’ end-costs at a minimum. 


FOREMEN, SUPERVISORS, EXECUTIVES: // you 
have a finishing problem involving costs, perform- 
ance ... or a tough technical “‘bug’’. . . write to 
E.I.du Pont de Nemours & Co. (Inc.), Finishes 
Division, Wilmington 98, Delaware. 


ER FINISHES BETTER THINGS FOR BETTER LIVING 


THROUGH CHEMISTRY 


| 
| 
j 
7 
Coll PONT 


74 


INDUSTRIAL FINISHING, March, 1948 


because they generally contain too 
much sanding (lubricating) agent, 
causing the finish to be brittle and 
to lack adhesion. 

In conveyor operations it is far 
better to force-dry the sealer for 
10 to 20 minutes at 110° to 120° 
F., because most of the solvents 
are removed and the minimum of 
sanding agent is required. A sched- 
ule of 10 minutes for flashing (air 
drying), 20 minutes force-drying, 
and 10 minutes cooling before 
sanding is far better than even 60 
minutes of straight air-drying, be- 
cause a tougher, more adhesive seal- 
er can be used on the force-drying 
schedule. 


Sanding the Sealer Coat; 
A Tough Sealer Desirable 

The coat of lacquer sealer is dry 
sanded by hand, or with a light 
power sander, using No. 5/0 to 7/0 
sandpaper. The dust should be re- 
moved before recoating. It is gen- 
eral practice to simply blow off the 
surface with an air gun, or with 
an air gun attached to a brush. 
Going over the surface with a tack 
rag will insure a cleaner job. 

Because many lacquer sealers 
tend to reduce the toughness and 
adhesion of the finish, some fin- 
ishers have tried to eliminate the 
sealer coat. The lacquer or varnish 
is applied directly over the filler. 
However, the first coat must be 
sanded smooth when it is dry. This 
cannot be done by dry sanding 
because the sandpaper clogs and 
tends to scratch badly. Wet sand- 
ing with water or mineral spirits 
is satisfactory. 

Another solution of the problem 
is to use a lacquer at 5% solids or 
less. It dries to sand in 30 minutes 


and sands easily. Such a sealer 
largely penetrates into the wood, 
leaving no surface film. For this 
reason care must be exercised in 
sanding to avoid cutting through 
the stain. 

Special penetrating sealers based 
on polyvinyl butyral and other vinyl 
compounds have been developed to 
provide the utmost in adhesion 
without sacrificing easy sanding 
qualities. Although not yet widely 
used, they do help to produce a 
scratch-resistant, tough finish. 


Shellac as a Sealer Coat; 
How to Use it Effectively 

Shellac which still finds some 
use as a sealer on furniture, comes 
in three forms: orange, white 
(bleached), and dewaxed (clear, 
pale solution). Orange shellac is 
used where the slight discoloration 
is not objectionable. White shellac 
is used where the utmost paleness 
is required. Dewaxed shellac is 
used where the utmost paleness and 
clarity are necessary. The resin 
concentration is given in term of 
“cut”; that is the number of 
pounds of dry shellac dissolved in a 
gallon of alcohol. Four or 41-lb. 
cuts are the most widely used 
concentrations. 

For use as a sealer on furniture, 
shellac (4 or 414-lb. cut) is reduced 
with an equal volume of denatured 
alcohol. It is best applied by spray- 
ing, although it can be brushed 
successfully. After drying for one 
to four hours it is sandpapered 
lightly with No. 5/0 or 6/0 sand- 
paper. Do not apply a heavy coat; 
use only enough to produce a thin, 
smooth film. Sometimes mixing 
lacquer (nitrocellulose solution) is 
mixed with shellac to improve the 


= 
4 
Ay 
i 


= 


ER 


BARK 


ICAL COMPANY 


76 


INDUSTRIAL FINISHING, March, 1948 


drying, flow and toughness. A suit- 
able mixture is two parts of shellac, 
one part of mixing lacquer, and 
two or three parts of alcohol—all 
measured by volume. 

Good sealers of the varnish type 
may be made for use under var- 
nishes. They are applied at 30% to 
35% solids, and the coating air- 
dries overnight or it can be force- 
dried for one to two hours at 150° 
F. Then they are dry-sanded 
smooth, since they contain sanding 
or lubricating agents to make this 
possible. They give excellent tough- 
ness and adhesion under varnishes 
and they are not expensive. 

(To be continued) 


Patching and Fixing May 
Be Reduced 


N SOME wooodworking plants it 

seems that the cabinet assembling 
department glorifies in its non-coop- 
eration with the finishing section. 
This non-cooperation manifests itself 
in many ways. Some are as follows: 
Sending unfinished parts into the fin- 
ishing department with glue splat- 
tered in hard-to-get places; sending 
in merchandise that has been han- 
dled roughly, with the result that the 
finishing department has to do more 
patching and repairing; mismatching 
certain essential parts so that the 
finishing department again has to 
waste time trying to “even-up” those 
parts. 

Here we see one of those hidden 
losses wherein one department, 
through indifferent oy incompetent 
supervisory help, cancels out the ef- 
ficiency of another. I have seen this 
happen time and again. I have also 
seen where the finishing department 
costs went up tremendously because 
of the resulting extra labor. 


Top management should devise a 
way of checking up regularly to find 
out what goes on in and between its 
various departments. Be especially 
alert to see where extra work—par- 
ticularly hand work on repairs and 
fixing—is under way. This fixing and 
repairing is costly. There should be 
very little of it in a well managed 
production factory. Perhaps investi- 
gation and some changes will result 
in cutting down by 25%, 50%, 75% 
or even by 90% or 95%. It’s worth 
looking into.—A.B. 


F. P. Hauck Becomes V. P. of 
Michigan Abrasive Co. 


Frederick P. Hauck was elected vice 
president and director of. Michigan Abra- 
sive Co., Detroit, Mich., at a recent board 
meeting, Max C. Jones, company president, 
announced. 

Hauck first was associated with Michi- 
gan Abrasive as a technical consultant. 
After several years in this capacity, he 
was induced to devote his full time to 
Michigan Abrasive Co. as Factory Man- 
ager in charge of production ard research. 


Paint Salesmen's Club Meets 
in New Haven, Conn. 


Addison H. Bissell, Jr., of Bissell Var- 
nish Co.; Jack E. Kampner of State 
Paint Co.; Hugh Ryan of Pittsburgh 
Plate Glass Co.; and Donald P. Lynch 
of Devoe & Raynolds became members 
of the Connecticut Paint Salesmen’s Club, 
Inc., at the club’s first meeting of 1948, 
held in New Haven, Conn., at Hotel Taft 
on February 16. Robert ’K. Walter of 
Keeler & Long, Inc., newly elected presi- 
dent, conducted the meeting. Other offi- 
cers serving for the first time included 
William G. Lahey of the Chalmers Chem- 
ical Co., first vieo president; S. Robert 
Phelps of the Medusa Portland Co., sec- 
ond vice president ; Ger A. Beardsley of 
Hilo Varnish Co., secretary; and Charles 
KB. Dilsner of Pratt & mbert, Inc. 
treasurer. 

Believed to be the first group in the 
National Association of Paint Salesmen 
to undertake to establish permanent head 
quarters, the Connecticut club members 
discussed the report of the newly formed 
Building and Land Committee, headed by 
William H. Zeliff of Interchemical Corp. 
The committee is making a survey of suit- 
able properties where the organization 
can hold meetings and social gatherings. 


| disper 
paper 


rf a di 
and | 
are 1 
Co., 
tribu 
parti 
Be 
comy 
The 


J paper towels. 


and enclosed models of 
| dispenser for wax paper 


CASE 

HISTORY 

OF 


ject handled by the author, 
consisted of two models of 
a dual dispenser for wax paper 
and paper towels. These dispensers 
are manufactured by The Metaloid 
Co., Cleveland, Ohio, and are dis- 
tributed through hardware and de- 
partment stores. 
Both models provide an enclosed 
compartment for the wax paper. 
The cover serves as a cutting edge 


A T product design pro- 


Member, Society of Industrial Designers 


By ONNIE MANKKI 


for the paper which is clamped be- 
tween this cover and a grip bar. 
This grip bar is notched to pro- 
vide ready access to the cover 
with the fingers for opening the 
compartment. 

The open model provides a means 
of loading the paper towel roll by 
two slots on the rear of the sup- 
porting brackets, the towel roll 
being held by a wooden bar pro- 
vided for the purpose. (To p. 80) 
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The enclosed model provides two 
simple supporting brackets for re- 
ceiving the towel roll bar. 

The metal is cold-rolled sheet 
steel of .025-in. thickness. The 
product is degreased and hand 
sprayed with a coat of white alkyd- 


base synthetic finish which is baked, 


at 350° F. for six minutes. 

The unit is mounted on the wall 
through three concealed yet readily 
accessible screws. 


Factors Entering Into Procedure 
of Designing the Products 


The products were already in the 
development stage when the indus- 
trial designer was called into the 
picture. The problem involved the 
design of these units at the most 
economic manufacturing and pack- 
aging costs. A number of studies 
in form organization consistent with 
this consideration were made. These 
studies were evaluated at a con- 
ference during which the objective 
was reoriented from minimum man- 
ufacturing cost to a higher ratio of 
value to cost. The quality conno- 
tation of appearence in terms of 
impressions created on potential 
purchasers was an important factor. 

Pertinent characteristics sought 
for were: 

1) Harmony with all normally 
anticipated elements in a kitchen 
environment. 

2) An impression of snugness to 
the adjoining wall surface. 

3) The blending of all the ele- 
ments into a single visual unity. 

4) The development of the con- 
tours so that the form is empha- 
sized through the pattern of the 
highlights. [to clean. 
5) An impression of being easy 


These objectives were’ accom. 
plished by simultaneous consider: 
tion of structure, manufacturin, 
processes and appearance. The pro 
ject represents the results of clos 
collaboration between the.engineer 
ing staff of the client and th: 
professional industrial designer. 

The decorative picture whic! 
adds a colorful note of interest t 
the white enameled model is a stock 
decal decoration. It was chosen by 
the designer as being the most 
appropriate for the dispenser, be- 
ing fresh and original in concept 
A current prevailing condition in 
the sheet metal market resulted in 
a relatively poor grade of sheet 
steel being available for this prod- 
uct. Consequently, we have a minor 
imperfection in the products occur- 
ring at this point which this decal 
effectively camouflages. 


Combinatin Stain and 
Fillers 
By H. C. Lewis 


R A GOOD many years someone 
has come up, from time to time, 


with a combination stain and filler 


that was supposed to perform stain- 
ing, washcoating, sanding, filling and 
sealing in one operation at a tre- 
mendous saving in time, labor and 
material. Most of them enjoyed a 
brief splurge and then died a natural 
death due to the exaggerated claims 
which were made by the promoters. 
However research along these lines 
has been going along quietly be- 
hind the scenes, and several manu- 
facturers are now offering com- 
mercially practical combination stain- 
fillers that are definitely economica 
to use, although they are not the 
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magic cure-alls that the early ones 
were supposed to be. 

The really good stain-fillers do com- 
bine the operations of staining and 
filling and eliminate the necessity of 
washcoating—and sanding of the 
washcoat. They have the clarity and 
color permanence of water stain and 
the non-shrinking filling properties of 
the conventional overnight silex fill- 
ers. However, they are much faster 
than the latter, as they can be re- 
coated in three hours or less after 
padding in and cleaning up. 

There is a wide variation in the per- 
formance of the various brands of 
combination stain and fillers so a 
thorough practical test of them should 
be made to determine whether they 
meet individual production require- 
ments and actually produce the sav- 
ings claimed without impairing the 
quality of the established standard of 
finish required on the grade of fur- 
niture being produced. Among the 
qualities to be observed in testing are 
the following: 

Package Stability—They should not 
harden or settle out in the package, 
but should break up easily and re- 
duce to a smooth consistency without 
lumps, 

Reducibility—They should reduce 
easily with the recommended thinner. 
Some combination stain and fillers are 
so delicately balanced that some of 
the ingredients are easily thrown out 
of solution, and some settle out fast 
and hard after reduction. 

Shrinkage—This should be checked 
carefully as some combination stain 
and fillers are inferior to straight 
wood fillers in this respect. 

Grain Raising — They should be 
practically free from grain raising— 
similar to straight non-grain-raising 
stains in this respect. 

Pore Graying—Graying in the 
pores should be completely absent. 

Color—There should be no evidence 
of muddiness. The color should be 


as transparent, clear, permanent and 
rich as straight water stain. 

Drying—They should dry to recoat 
in not more than three hours, but 
they should not set up so fast as to 
cause trouble in “padding in” an! 
cleaning up on large surfaces. 

Heaving and Bubbling—Some com 
bination stains and fillers are no 
compatible with lacquer top coats an: 
cause heaving and bubbling after th: 
sealer has been applied and some 
times even after the application of 
the finishing coats. 

If these various tests are made and 
passed successfully you will have a 
combination stain and filler which wil 
show you a substantial saving in time, 
labor and material. 


National Lacquer & Paint Co. 
Enlarges Plant 


Mr. Paul Myers, president of the Nation- 
al Lacquer & Paint Co, of Chicago, re- 
cently announced the completion of the 
$50,000 south wing to his company’s al- 
ready expanded plant at 7415 S. Green 
St. New a. costing over $100,000 
is being installed and will give this estab- 
lishment an additional 50,000 gallon 
capacity. 

National Lacquers specializes in “‘made- 
to-order” lacquers and enamels for indus 
trial finishing. The up-to-date laborator) 
is always on the alert to help industrial- 
ists with special problems and special 
finishes. 


Southern Machinery Show in 
Atlanta, April 5 to 8 


The Third Southern Machinery and Met- 
als Exposition, with the newest and latest 
developments in equipment, supplies. and 
machinery, will be held at the Atlanta 
Municipal Auditorium in Atlanta, Ga., 
April 5 to 8, 1948. The show will occupy 
three floors. 

Motion pictures will be shown py many 
of the participating companies, and their 
factory engineers will be available for 
consultation about service and process 
problems. New production tools and tne 
latest developments in manufacturiag 
techniques will be spot-lighted in many of 
the exhibits. 

For further information address: Mi- 
chael F. Wiedl, Managing Director, South- 
ern Machinery and Metals Exposition, 267 
B. Paces Ferry Road, N.E., Atlanta 5, Ga. 


84 
| 
4 
‘ At lef 
on the 
F 
lingl 
out 
func 
the 
thro 
nece 
incre 
labo 
ture 
Tl 


At left is the first station on the chain conveyor in the finishing room. The first coat of 


lacquer sealer is sprayed on here, following inspection and touch-up sanding. The piece 


on the right has left the long drying oven. 


Furniture Finished in 


HEN the Forrest Furniture 
W utc Co. installed new ma- 
chinery in its factory at Bel- 
lingham, Wash., and prepared to turn 
out new lines of modern furniture, 
functional in design, there remained 
the problem of speeding products 
through the finishing room. This was 
necessary not only in the interests of 
increased production, but to reduce 
labor costs in finishing, and also to 
prevent a dead-end pile-up of furni- 
ture awaiting finishing. 
These goals have been accomplished 
by use of a chain conveyor which 


By W. J. GRANBERG 


gives the finishing room an assembly 
line production method which reduces 
the time, labor and cost of furniture 
finishing. As a by-product of this 
conveyorized system, furniture moves 
smoothly from the factory through 
the finishing stages to the packing 
room. The savings in finishing costs, 
along with those achieved throughout 
the modern factory, have made pos- 
sible the production of attractive 
modern bedroom, dining room and 
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dinette suites within a price range 
that is finding a ready market among 
the moderate-income class of con- 
sumers. 

The conveyor system of finishing is 
simplicity itself. Articles of furniture, 
resting on pallets, make the entire 
trip through the finishing stages, in- 
cluding two dryings, in 35 minutes. 
There are 11 stations on the conveyor 
line, or stages through which the 
pieces move. These are, briefly: 

1) Inspection and touch-up sanding. 

2) First coat of lacquer sealer, 
applied with spray gun. 

3) Long heated drying oven. (Pieces 
take eight minutes to move through 
oven which is heated by steam, with 
controlled humidity, to temperatures 
ranging from 108° to 115° F.) 

4) Sealer sanded. 

5) Second coat of sealer lacquer. 


i 
Another view of conveyor lines, with spray booths and ovens in background. 


6) Short drying oven. (This trip 
takes 4% minutes.) 

7) Inspection and touch-up seale: 
sanded. 

8) Lacquer coat sprayed on. 

9) Dry in open, for two minutes. 

10) Final coat of lacquer. 

11) To gravity conveyor where fur- 
niture is allowed to dry and await 
packing. 

The system of conveyorized finish- 
ing is as simple as that. Joseph H. 
Marriott, executive vice president of 
the Forrest Furniture Mfg. Co., 
whose home office is in Inglewood, 
Calif., is manager of the Bellingham 
plant. By January 1948 he expects 
production will amount to $100,000 
per month with about 150 employes. 
Alder and maple are used, with the 
plant receiving 30,000 to 35,000 board 
feet daily. [END] 
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Inquiry invited . .. 
Samples available ... 


Protects and 
Beautifies OZALID 


OZALID Streamliner copy ing 

machine by OZALID, Division of 

General Aniline & Film Corp. 
Egyptian Baking Hammered Finish 
is a hard, mar- resistant material for 
spray application on nietal cabinets, 
business machine housings, lighting 
fixtures, hot water heaters, etc. It 
produces a chemical and stain resist- 
ant surface easy toclean ... Egyptian 
method of application provides for a 
separate finishing of panel sections 
which can be assembled with excel- 
lent matching of design, color and 
gloss. Size of pattern may be varied 
as desired. 


Demonstrations arranged. 


tHe EGYPTIAN 


COMPANY 


SPECIALIZED PRODUCTION FINISHES 


P. O. BOX 444 NEWARK, N. J. 
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Flock for South Africa 


As regular subscribers to your journal, 
INDUSTRIAL FINISHING, we shall be obliged 
if you will provide us with a list of flock 


manufacturers, with a view of securing 
an agency for the Union of South Africa 
and Rhodesia. We have already com- 
municated with the Claremont Waste, 
Rayon Processing Co., and Cellusuede 
Products. Earlier we were in touch with 
Myers-Lipman Wool Stock Co. but they 
inform us that they are 
branch of their business —A. E. & 1. 


Try Behr-Manning Corp., Troy, N. Y. 
and H. Behlen & Bro., 10 Christopher S8t., 
New York 14, N. Y. In a letter we are 
naming two or three others which may 
or many not interest you.—Eb. 


Roller Coating and Spool 
Rewinding Machines 


Please send us names and addresses 
of companies manufacturing roller coat- 
ing machines and spool rewind machines 
that continue to rewind at constant speed, 
although the reel becomes larger as more 
metal is put on the rewind reel.—S. E. Co. 


We suggest you try Gasway Corp., 6463 
N. Ravenswood, Chicago 26, IIL. —Ep. 


Vapor Degreasing Machine 


We are interested in the vapor de- 
greasing equipment illustrated on page 66 
of the January 1948 issue of INDUSTRIAL 


the article being written by 
. Swanson of Swanson & Co., 
We addressed a communication 
to Swanson & Co., Enameling & Japan- 
ing, Chicago, IL, asking them for the 
name and address of the manufacturer of 
this type of equipment, but not having 
their local address, the communication 
was returned because of insufficient ad- 
dress. 


FINISHING, 
Mr. C. 
Chicago. 


ply the address of Swanson 


of the vapor 
Co. 


Would you be in position to either sup- 
Co. o 
the name and address of the manufacture: 
degreasing equipment?- 


N. 8. 


According to our records, the name anid! 
address is Swanson & Co., Industrial Fin- 
ishers, 3820 S. Wabash Ave., Chicag: 

12, 


Gage to Measure Thickness 
of Paint Film 


ateference is made to January 1948 
i.sue, page 108, to the Interchemical 
gage that quickly reads thickness of wet 
films. We would appreciate your advis- 
ing use where we can obtain a gage of 
this sort, and the address of the Inter- 
chemical Corp., Finishes Divn.—N. F. Co. 


The Interchemical full page, 2-color ad- 
vertisement appears every month on the 
inside cover (second cover) of every issue 
of INDUSTRIAL FINISHING. 

Referring again to the article on page 
108 of Jan. issue, if you read on to the 
next page 110, you will see that the gage 
in question “is now being made available 
for general use by Henry A _ Gardner 
Laboratory, Apparatus Divn., Bethesda, 
Md.—Eb. 


“Metalkoting" Process 


During the past eight months we have 
noticed a number of requests from your 
readers for a “chemical plated” finish or 
a “spray plated” finish, such as may be 
used on plastics or other non-conductors 
We are manufacturers of materials used 
in obtaining such finishes and would ap- 
preciate the opportunity of serving your 
readers.—Metalkote Process Co. 


N. G. R. Stains 


On page 76 of January 1948 issue of 
INDUSTRIAL FINISHING, you mention non- 
grain-raising stains in five colors, to be 
blended to produce any desired color. 
We would appreciate the name of the 
company supplying them.—K. P. Co. 


Several concerns can supply what you 
want. In a letter we are naming con- 
cerns reasonably near you.—EbD. 


Flow Meter to Measure 
Paint Being Sprayed 
Have always enjoyed the question an: 
answer section of this magazine and be- 
lieve it to be an effective method of get- 
ting information on subjects regarding 
products not generally available or ad- 


vertised. 
For some time we have been attempting 
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for AMERICAN STOVE COMPANY Lorain, Ohio 


At American Stove, synthetic 
enamels (delicate pastels and 
whites) are now being dried by 
direct oil firing—with no loss of 
color characteristics. To do this 
job, Ferro engineers had to design 
a new “‘head”’ for original heaters, 
install a new dual-fuel (gas and 
oil) burner and devise a new 


application of “‘safety control’’ 
for oil firing. 

This is another example of 
how years of research, design 
engineering and construction ex- 
perience enable Ferro to assume 
undivided responsibility for 
ovens, driers and complete. 
finishing systems. 
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to determine who makes or sells a Paint 
Flow Meter to measure the amount of 
paint used by a spray operator on a pro- 
duction finishing line, for either a short 
period of operation or during the course 
of a day or more. Prior to the war we 
understand several meter manufacturers 
produced such a meter. We have seen 
and used these meters in production 
work. Any information you can supply 
will be appreciated.—Paint Mfr. 


We have had no luck finding such a 
meter, even among the several manufac- 
turers of flow meters. They can make 
such a meter, but apparently they feel 
the demand isn’t sufficient to justify the 
expense and trouble involved to do it. 

Some of our readers tell us that the 
best way to measure the quantity of 
paint or lacquer sprayed (or used in any 
way) over any desired period of time is 
to weigh it on scales that will weigh to 
the ounce; then convert the weight to 
gallons and fractions thereof. You can 
obtain information about weights per gal- 
lon of the material you vse from your 
supplier With some materials 1-oz. of 
material equals about 1/128th of a gal- 
lon.—Eb. 


From Sweden 


Herewith I take the liberty of asking 
you, if I am permitted to reproduce, in 
Swedish in a Swedish journal, the article, 
“Special Smooth Finish on Jet Airplane”, 
which I have read in INDUSTRIAL FINISH- 
ING. April 1947, pages 31 and 32, and 
which is written by Mr. Gilbert C. Close. 
—Kar! Erikson, Stockholm, Sweden. 


We are pleased to grant you permission 
to reprint Mr. Gilbert Close’s article, but 
will appreciate a credit line to the effect 
that same is reprinted from April 1947 
issue of INDUSTRIAL FINISHING Magazine, 
Indianapolis, U. S. A.—Eb. 


New Electric Eye 


On page 14 of December issue we no- 
tice reference .to a new electric eye cap- 
able of seeink up to 1000-ft. We would 
appreciate it if you could give us further 
information on this eye, with the name of 
the manvfacturer or inventor from whom 
we can obtain additional data.—K. 


The new electric eye was developed by 
engineers of General Electric Co., Schen- 
ectady, N. Y.—Eb. 


Spot Patching Force-Dried 
Wood Finishes 


In the January issue of INDUSTRIAL 
FINISHING, we have read with interest 
the article on page 102, by W. T. Smith, 
“Again Force-Dried Wood Finishes”. Mr. 
Smith speaks of resious materials now 


on the market which can be spot patche:! 
like lacquer. We are reasonably familiar 
with these, but the spot patching inte: 
ests us, and we would like to be supplie 
with the names of materials, manufa 
turers of them, techniques and the like 
for doing this spot patching.—W.Chair Co 


We are referring your inquiry to Mr. 
Smith who is with a large manufacture: 
of all kinds of finishing materials.—Eb. 


Color Panels 


Can you give us the names of one or 
more concerns that manufacture porcelain 
panels that we might use as color stand- 
ard in our plant? We would like to send 
such a concern a wood panel of our 
enamel color and have them produce six 
panels approximately 4x6-in. 

size.—R. V. Co. 


R. Evans Co., 489 Fifth .Ave., 
New York 17, N. Y¥.— ED. 


Who Makes “Eternium"? 


We wonder if you could help us secure 
the name of a company manufacturing a 
black asphalt paint called “Eternium”, 
We understand this paint was used by the 
Glen L Martin plant in oe Md., 
on aircraft work.—C. M. W. 


According to our directory, this is a 
product of Barrett Division, Allied Chemi 
cal & Dye Corp., 42 Rector St., New 
York, N. Y.—Eb. 


Reclaiming Overspray Paint 

One of our customers who uses quite 
a quantity of Toluidine Red Enamel has 
asked us if we know of anyone who buys 
water-washed overspray of this material 
for reclamation. 

We have looked over the ads in the 
last few issues of INDUSTRIAL FINISHING, 
and find no mention of this, so would you 
es = any information you have?—- 

* 


Try Meckler Chemical Corp., 3748 E 
91st St., Cleveland 5, Ohio.—Eb. 


From Japan 


I_ still remember most gratefully the 
kindness { received at Chicago, Washing- 
ton, New York and elsewhere when I at- 
tended the Annual Convention of the 
Federation of Paint & Varnish Production 
Clubs at Chicago in 1936, and traveled 
over your country. 

We regret much, and are at a loss 
what to do, as we have been unable to 
get information about the development 
of your paint and varnish industry these 
many years. You must have made a su™ 
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In the West 
THESE 


PRINCIPAL 
TILE BOARD 
MANUFACTURERS 


use Fuller Baking 
Enamels 


| FULLER 
INDUSTRIAL 
2) FINISHES 


BAK-A-LAC, INC, 
Los Angeles 
CORALTEX, INC. 
los Angeles 
DURATILE OF THE WEST 
Les Angeles 


DURAWALL CO. 
Portland 


FRANK PECK SPECIALTY 
los Angeles 
REX INDUSTRIES for 
ALUM-A-TILE CO. 
Salt Lake City 


SERVICE INDUSTRIES 
San Francisco 


W. P. FULLER & CO. 
#2 INDUSTRIAL FINISHES DIVISION 
SAN FRANCISCO 19, CALIFORNIA: 
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prising advancement in their manufac- 
ture and in the ways of their use during 
these ten years; but we have been shut 
out from any information about them. 

I myself am still making research in 
paint and varnish manufacturing and 
their use. Am also making some special 
study in preservation of fish net ‘from 
rotting. I am earnestly desirous of get- 
ting acquainted, at the earliest possible 
time, with at least the titles and subject 
matter of research reports made, in these 
fields during and after the war... . 

We Japanese are now thanking you 
Americans heartily for your kind help in 
foodstuff at our present crisis and also 
in various other respects on our way to 
building up a new democratic, cultural 
nation. I wish you could do the same 
in the paint and varnish industry. Any 
information and suggestions you could 
give us concerning the indoor colors and 
color combinations of paint and varnish 
would be immensely appreciated. I hope 
you can send me some color samples about 
popular colors of indoor painting of res- 
taurants and dance halls. 

I was a greedy pursuer of your publi- 
eations in the pre-war days and am now 
praying for the earliest possible return 
of such happy days again. Praying for 
your best health, Yours most sincerely.— 
Shigeyoshi Oshima, Toyonaka City, near 
Osaka, Japan. 


To Make Enamel Stick to 
Galvanized Metal 


We would like to spray an alkyd A.D. 
enamel on galvanized sheet metal. For 
perfect adhesion we have been told the 
metal should be specially prepared. Can 
you suggest some means of obtaining this 
result?—A. CoATINGS CorRP. 


The “slick” galvanized surfaces are 
usually treated with a mild acid solution 
which slightly etches the surface, thereby 
“conditioning” it to receive and hold any 
paint, enamel or lacquer coatings. Prob- 
ably several concerns can supply a suita- 
ble “conditioner” for your requirements. 
Offhand, we think of one called “Galva- 

rep”, which is made and sold by the 

eilson Chemical Corp., 6562 Benson St., 
Detroit 7, Mich.—Eb. 


Plastic Sign Board 


In the December issue of INDUSTRIAL 
FINISHING, on page 8, reference is made 
to a new type of sign board made of 
plastic, and the summary is credited to 
“DuPont News”. We would appreciate it 
very much if you world advise us the 
address of “DuPont News”.—- 


It’s E. I. duPont de Nemours & Co., 
Inec., Public Relations Div’n., Wilmingto 
8, Dela.—Eb. 


John Forster Joins Zapon 


John EK. Forster has joined the Zapon 
Division of Atlas Powder Co. as Super- 
visor of the Plant Service Group at the 
Stamford, Conn., plant. 

Vuring the war Mr. Forster was a 
Captain in the Air Corps, doing corrosion 
control work. Later he was with another 
manufacturer of finishing materials. He 
is a graduate of Yale University, class of 
1937, and active member of the N. Y. 
Paint and Varnish Club. 

His auties, in Keeping With Zapon's 
recentiy modernized facilities for the 
manutacture of quality production fin- 
isnes, will be the supervision of plant 
methods, control and salvage operations 
at Stamrora, 


Nelson Directs Industrial Design 
at Technical Institute 


Hans Peter Nelson, Industrial Designer 
of Park Ridge and Chicago, was recently 
appointed Director of the Indvstrial De- 
sign Department at the Midwestern Tech- 
nical Institute, 431 S. Wabash Ave., Chi- 
cago, Ill. He has been associated in the 


Hans P. Nelson, 
industrial Designer 
becomes Director 
of the Industrial 
Design Dept. at 
the Midwestern 
Technical Institute 


Industrial Design field for 13 years, dur- 
ing which time he has styled and engi- 
neered many outstanding consumer and 
industrial products. 

Mr. Nelson maintains his own studio 
and is design, color and engineering con- 
sultant to variovs industrial and archi- 
tectural firms who are connected with fin- 
ishing in one way or another. He has a 
B. S. Degree from Illinois Institute of 
Technology (Armour College of Engi- 
neering) and has taken graduate work 
in design at Northwestern University. 

Mr. Nelson is listed in the current book, 
“Who's Who in American Art.” Designs 
created on his drafting board have been 
featured at the Brooklyn Museum in New 
York and at the Century of Progress Ex- 
hibit in Chicago. 
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under the Stille-Young brand. 


Constant development is the key to supe- 
rior technical performance. 


And Stille-Young will build this perform- 
ance for you in any type of finish. 
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The Electric Auto-Lite Co., Bay City, 
Michigan. At Right Above: Interior 
ef Drip Enclosure which cise 
Encloses the Enamel Dip Tonk. 
Ovens are Located Above.’ 
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Enamel Finishing System Installed 
by Mahon at Bay Mfg. Division of 
4 
vor View showing Contre! of The 
Drip Ovens ave 


FINISHING SYSTEM INSTALLED AND IN 
OPERATION, WHILE EXPANSION CONSTRUC- 
TION LAGS DUE TO MATERIAL SHORTAGES 


Mfg. Division ae The Electric Auto-Lite 


new 
but plant space house 

w equipment. Plant expansion qansloutiion, 
olready under way, was delayed dve to material 
shortages. The Mahon organization designed and 
installed a lete dip I finishing system 
adjacent to existing manufacturing buildings, and 
housed it in—the housing becoming an integral 
part of the system. It is so designed as to remain 
intact when new construction is completed—the 
present housing will become the finishing room 


THE R. MA 
HOME OFFICE and PLANT, Detroit 11, Mich. 
Engi and Manufacturers of 


Machines, Dry-off Ovens, Hydro-Filter 
Paint Sludge Reclaiming Units, Hydro-Foam 


Finishing Systems 
Dust Collectors, and 


enclosure in the new building. This finishing system 

very compact, and consists of a six stage metal 
Heaning and rust proofing machine, a dry-off oven, 
a dip tank and drip enclosure, baking oven and 
conveyor—all controlled from one panel-board 
which groups all control switches, safety devices 
and recording instruments. If you are confronted 
with a finishing problem, at the present time, or 
are contemplating new finishing equipment in the 
neor future, call on Mahon now .. . twenty-seven 
years of experience, constant research and pio- 
neering development, in this highly specialized 
field, have endowed Mahon engineers with a 
wealth of technical knowledge and practical 
know-how not available to you elsewhere. See 
Mahon Insert in Sweet's Mechanical Industries 
File for complete information. 


H ON COMPANY 
+ WESTERN SALES DIVISION, Chicago 4, lil. 

Units, and Drying and Baking Ovens. Also 
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Special Transfer Trucks 
for Dipped Work 


We produce many various parts 
of wood turnings, lacquer dipped in 
the usual manner, and during the va- 
tious processes, they are air-brush 
decorated in an adjoining room. 

It is necessary to transfer these 
parts between the dip room and the 
decorating room several times, and 
we are wondering if you know of any 
eart suitable for handling six or 
eight dipping frames or racks about 
2-ft. long and 18-in. wide. 

These various racks or frames con- 
tain approximately 18 sticks each, 
with about a dozen dipping pins on 
each stick. Our purpose is to avoid 
handling each individual rack sepa- 
rately, back and forth between the 
dip room and the decorating room. 
Any information you can give us as to 
where such carts could be secured 
will be appreciated.—E. Mfg. Co. 


For moving dipping frames, I sug- 
gest a castered, tiered rack. If you 
will refer to page 56 of the January 
issue of INDUSTRIAL FINISHING Mag- 
azine, you will get an idea of what I 
which may be unnecessary in your cas 
have in mind. This particular rack is 
suspended from a conveyor line, which 
may be unnecessary in your case. 
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'38-in. wide by 26-in. deep and 54-in. 


You could have such racks mae 


to 58-in. high, mounted on four ba!'- 
bearing (rubber tires optional) twi: - 
wheel swivel casters. The racks shou! | 
have adjustable slides similar to th» 
one shown on page 56 of January 
issue. Assuming that your dip frame; 
are 1% to 1%-in. thick, and the wor! 
extends 4-in. outside the frame, ap- 
proximately 8-in. clearance would b: 
required between frames. By placiny 
two frames wide in the rack, eaci 
rack would hold 12 frames. In the 
event some turnings are longer, per- 
haps this would be cut to ten frame; 
per rack, 

Perhaps in or near your locality 
there is a metal-working shop that 
could build these racks for you. For 
your purpose, weight of product is not 
a factor, therefore the racks could be 
built of fairly light angles and strips, 
so long as they are reasonably rigid 
and strong. Your supplier can ad- 
vise you on this.—P. C. BARDIN. 


We manufacture wood-cased pencils, 

but as yet have no satisfactory equip- 
ment, nor any good economical finish, 
We will welcome advice and recom- 
mendations from any of the readers. 
We will deem it a favor if you can 
put us in touch with someone who 
can recommend a complete layout of 
methods, equipment and finishing ma- 
terial for our pencils, on the cus 
tomary lines adopted by pencil man- 
ufacturers in the U. S. A.—ACME 
AGENCIES, Ahmedbad: 2, India. 


We have had considerable experi- Randolph 
ence in supplying finishes for both Carlstadt, 
the pencil ferrules and the wood shaft. 

Gentleme 


In most cases the ferrules are metal 
and must be finished with a material 
suitable to withstand the crimping 
operation. For this we have a clear 
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pencil tip lacquer which will with- 
stand piercing and crimping. We also 
wish to state that this clear lacquer 
has good sulphur resistance, which 
should be a pre-requisite for any finish 
coming in contact with rubber. 

This clear pencil tip lacquer can be 
applied by spray, dip or even by cen- 
trifuge methods. If desired, it can 
be force dried for 15 minutes at 150° 
F., or it may be air dried. If the 
latter method is used this clear fin- 
ish dries out of dust in five to ten 
minutes and is hard in one hour. 

In order to obtain the smooth fin- 
ish shown on all good pencils, the 
gasket or squeegee process of finish- 
ing is recommended. Naturally, this 
necessitates a purely automatic ma- 
chine setup, and is usually limited to 
items such as pencils or other items 
of uniform small diameter. 

This automatic machine has a hop- 
per which feeds the pencils through 
the gasket member where the finish 
is applied. After the time required to 
coat the pencil—and this is depend- 
ent upon the thickness of film desired 
and the rate of speed established by 
the automatic machine—the finished 
pencil is ejected automatically onto a 
drying conveyor. 

Depending on the selling price of 
the items, pencils receive from five 
to 12 coats of finishing material. 

Many good pencils manufactured 
in the United States are made of 
kiln-dried California redwood [also 
of Tennessee red cedar.—Ed.]—Maas 
& WALDSTEIN Co. 


Your letter of December 10th to 
the Editor of INDUSTIAL FINISHING 
Magazine has been referred to our 
firm, inasmuch as we are manufac- 
turers of numerous industrial finishes 
including finishes for wooden pencils. 

The usual finishing procedure in 
this country, for pencils of this type, 
is the application of six or seven 
coats of a lacquer enamel, after 


which a top coat of a clear gloss lac 
quer is applied. The equipment use: 
in the application of these finishes i 
a gasket type of applicator. The ma 
chine ordinarily feeds the pencils 
through a “well” containing the fin- 
ish and as the pencil comes out with 
a coating of lacquer it passes through 
a tight fitting rubber gasket which 
wipes off the excess lacquer. The 
pencil then drops onto a moving belt 
where it stays for a short time, per- 
mitting the lacquer to air-dry. Lac- 
quers of this type normally dry suf- 
ficiently hard in one minute to per- 
mit gentle handling of the pencils. 
For this type of procedure we have 
a pencil enamel and a clear top coat 
pencil lacquer. These materials are 
both of high solids. Although we rec- 
ommend the use of these materials 
full weight, the viscosity of the ma- 
terial may increase during long voy- 
ages and storage. We therefore 
recommend the use of our pencil 
enamel thinner for the reduction of 


‘these materials as required. We also 


wish to point out that normal lacquer 
thinners should not be used with these 
products, inasmuch as the drying 
time would be slowed down. 

We are represented in India by 
Govindram Bros., 139 Meadow St., 
Bombay, India.—ZapPon Drv’N., Atlas 
Powder Co. 


Wood Finish to Contact 
Food in Kitchen 


Can you advise us what kind of 
coating could be used to coat maple- 
strip tops for food preparation tables 
in restaurant kitchens? It is neces- 
sary that this coating be for a pro- 
tective purpose, and yet not be harmful 
to the food being prepared on it.— 
W.W.R. : 


A finish for any wooden surface used 
for the preparation of food should be 
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Yes YOUR product has that ever-loving sales appeal 
when it's coated with a more attractive finish! 


To put a BETTER finish on metal in LESS TIME, at 
LOWER cost, standardize on UNITED'S Lacquers, 
Enamels, Synthetics, Thinners and Special Coatings. 


WANT PROOF? 


Put YOUR metal finishing requirements up to 
US! We'll recommend the finish that will best 


suit your production needs—and send you a 
generous working sample—all without obliga- 


tion on your part 
“FIRST WITH THE FINISH” 
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of the penetrating type. That is, 
the finish should lie almost wholly 
beneath the surface of the wood. Get 
from your supplier a clear varnish 
or lacquer that is non-toxic, odorless, 
and tasteless when dry. Be sure to 
explain what you intend to use it for. 

Reduce the clear material with the 
proper thinner (lacquer thinner for 
lacquer; turpentine or mineral spir- 
its for varnish) in the proportion of 
one part of clear material and one 
part of thinner. Swab this thin pen- 
etrating finish on the surface, allow 
to set up or penetrate a few minutes, 
and then wipe off any excess that 
may remain. In about eight hours 
sand the surface lightly and repeat 
application. Maple will require no 
more than two treatments. Softer 
woods will take more to properly seal 
the surface. 

Wooden tableware such as salad 
bowls, etc., may be treated in a simi- 
lar manner. Small objects of this na- 
ture may be dipped, with some saving 
of time and labor.—R. WAMPLER. 


While there are many teritative 
suggestions that might be made for 
this, the problem, basically, is an 
old one. It is this writer’s opinion 
that there is not a practicable organic 
finish film in existence for the pur- 
pose. The solid sheet of heat con- 
verted plastic, about 1/16-in. thick, 
which is used to some extent on res- 
taurant and tavern tables, fused on 
as a single thick sheet, would be the 
best proposition. The plastic used 
here is thicker than any film that 
could be applied and dried in liquid 
form, and it has the advantage of 
being almost indestructible due to the 
preliminary heat curing of the plastic 
sheet used. It is expensive. 

Next to that, I would use an im- 
pregnation of an oxidizing oil, such 
as linseed; or a hard wax, like car- 
nauba, flowed in with a hot iron. A 


water-resistant saturant, such as wax 
or oil, which will repell soiling an! 
yet lend itself to ready cleaning an 
at the same time have no surfac 
film to eventually loosen from th 
surface, would seem to be the idea 
remedy to this problem. I repeat, th 
treatment should take the form of : 
saturant, rather than that of a sur 
face film. There are air-drying phe 
nolic saturants which might do th 
job fairly well, but most of these ar 
pretty strong smelling, some g'vin;s 
off free formaldehyde and all show 
ing considerable tendency to discolor 
ation in time.—W. T. SMITH. 


Training a Foreman 


In January 1948 issue, page 94, ! 
noticed a question by X. Corp., ask 
ing about the advisability of training 
an inexperienced young man for « 
finishing foreman; also the answer by 
Mr. Raymond C. Adams of Gilmar 
Paint and Varnish Co. No doubt Mr 
Adams is sincere when he says that 
from four to six weeks would be suf 
ficient time to train a new foreman 
or superintendent to direct the finish- 
ing problems and production of X. 
Corp., but I wonder. . . 

I agree with Mr. Adams as to the 
merits of the training school in spray- 
ing technique. Also I agree as to the 
help of a paint chemist, but not for 
just one week. ‘That isn’t enough 
time to become sufficiently familiar 
with materials, solvents, thinners, 
tests, etc. 

As for learning about finishing, I 
think an expert service man would be 
the best bet as a source of informa- 
tion—if X. Corp. doesn’t have a re- 
liable finisher under whom the young 
man could work as an understudy. 
A finishing service engineer runs 
into most of the trouble common to 
finishing. 

If your prospective foreman could 
travel and spend some time with a 
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BAKING LACQUERS ENAMELS SEALERS PRIMERS SYNTHETICS 
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New Period Products 
are Uniform . . Dependable 
and Attractive 


SEALERS—Provides excellent body, dries fast and sands easily. 
LACQUERS—CLEAR & SEMI-GLOSS. Uniform and depend- 


able—Suitable for coating almost any surface—Provides more cov- 
erage and unusual mileage. Cuts costs. 


LACQUER ENAMELS—FLAT & GLOSS. Available in a wide 
variety of matched colors and shades. Widely used by leading 
manufacturers. 


SYNTHETIC ENAMELS—A durable and trouble-free finish for 
ae Built to meet the most exacting production 
schedules. 


FILLERS and STAINS—New Period has long been famous for 
its Fillers and Stains. Specially formulated for mass production 
use. Unequalled color-matching service. 


Remember New Period Finishes for Quality and Service 
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NEW FINE PRODUCTION FINISHES 


ROOK ET 


3 |NDUSTRIAL FINISHING, March, 1948 101 _ 
be 
! 
a 
| 
NEW YORK\WOODFINISHERS'’ 
ESTABLISHED 1917 


102 


INDUSTRIAL FINISHING, March, 194» 


good service man, I know he would 
learn a great deal about finishing. At 
least he would learn what to look for 
and how to remedy the common 
causes of finish failures. 

Next I would suggest a few weeks 
of traveling with the finishing sales- 
man to visit different types of con- 
cerns, to see how the other fellow 
does the job. After all the learning 
so far outlined, the prospective fore- 
man still doesn’t know how to do 
any actual finishing. 

I would now apprentice him under 
some reliable foreman finisher. Make 
him an assistant and see that he fills 
in for any absent employee in any 
of the different operations, such as 
relief sprayer, filler, wiper, rubber, 
sander, patcher, etc. In this way he 
will learn something practical about 
every job in the finishing department 
—and he will be better prepared to 
direct others, with the assurance that 
he is right. 

I am taking it for granted that X. 
Corp. is in the wood fabricating busi- 
ness. If not, the same would apply 
to metal finishing, but your man would 
have to learn about the regular and 
special metal finishes, ovens, baking 
heats and baking time, metal clean- 
ing, rustproofing, degreasing, etc. 

I am going to take exception to the 
statement by X. Corp. that their ex- 
perience with finishing foremen has 
been mighty poor. I have seen in- 
stances where other companies, when 
hiring a superintendent, would look 
at the price tag first and not so much 
to the capabilities of the man in 
question. I know of a few friends 
and acquaintances who are finishing 
superintendents of large concerns, 
who have been with the concern a 
long time. Today their annual earn- 
ings are in five figures, but they are 
worth it because they produce without 
offering a lot of excuses for poor. pro- 
duction and poor finish—and they 
have no interference from the office. 


I know of a few others who are 
in and out of good jobs because they 
are not big enough for the positions 
—or perhaps the company made big 
promises that were not forthcoming, 
and there may have been a lot of in- 
terference from the office. 

High class foremen finishers are 
hard to get today, and most of the 
good ones are earning substantial 
salaries. In hiring a new foreman, 
look at the applicant’s record of pro- 
duction for previous employers, and 
his record or earnings. You can soon 
tell how good he is, or if he just “talks 
a good job.” Any man with a good 
record of employment and high earn- 
ings with other companies must have 
been worth the money, or he would 
not have lasted for any length of 
time. 

The reason I have brought all of 
this up is that it takes some give- 
and-take from the employer as well 
as from the employee. No finishing 
foreman can run his department ef- 
fectively if the owner or manager is 
always interfering in his decisions.— 
E. HoGstrom. 


Industrial Safety Products Div. 
of Watson-Standard Co. 


A 3-point program for safety in indus- 
try has been set up by the newly formed 
Industrial Safety products Division of 
the Watson-Standard Co., Pittsburgh 
manufacturer of paints and finishes. This 
program includes complete cooperation 
With all safety organizations, extensive 
research directed at the creation of paints 
and finishes minimizing industrial hazards 
and wide-spread educational promotion. 


The Watson-Standard Co. has long been 
interested in the subject of industrial 
safety. It has already developed and 
placed on the market finishes which offer 
protection against fire, treacherous foot- 
ing, corrosion and contamination, Com- 
pany Officials feel that this new service 
to industry is only a beginning, and that 
their efforts will help stimulate the in- 
tensive, nation-wide drive for permanent 
safety. The’ tindustrial Division was 
formed to spearhead the drive, Head- 
quarters for the new division are located 
in the Clark Building, Pittsburgh 22, P: 
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Improved Sterling Portable 
Electric Sander 


For greater ease of operation and 
convenience, the Sterling Portable 
Electric Sander is now available with 
important new features and accesso- 
ries, The machine is a product of 
Sterling Tool Products Co., 1340 N. 
Milwaukee Ave., Chicago 22, IIl. 

New side housing fenders, now 
standard equipment and a basic part 


The new Sterling Portable Electric Sander, 
with its new side housing fenders which are 
now standard equipment. These side housing 
fenders prevent scuffing when sanding in 
close quarters and give added protection to 
the transmission. 
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of all Sterling Sanders, prevents scuf- 
fing when sanding in close quarters 
and gives added protection to the 
transmission. Formerly, these fend- 
ers were accessories, but as tests and 
use in the field proved their value in 
so many types of sanding, it was de- 
cided to incorporate them as a stand- 
ard part of each sander as it is 
manufactured. 

A new accessory for the Sterling 
Sander is an air scoop that gives 
protection in extremely wet or dusty 
sanding operations. 

Another accessory just introduced 
is an auxiliary handle or knob which 
easily attaches to the top of the 
housing on the machine. This gives 
added support when an operator is 
sanding vertical or overhead surfaces 
for long periods of time. 


“Stantite" Spraying Primer 

Stantite Primer is a new type of 
rust-inhibiting primer and prepara- 
tion coating designed for use under 
either air-dried or baked finishes. 

This new primer has outstanding 
adhesion to steel, stainless steel gal- 
vanized iron (with no previous treat- 
ment), zinc, nickel, cadmium, brass, 
copper, aluminum (anodized or not), 
magnesium, glass, many molded items, 
and old finishing systems which are 
firmly attached to the base material. 

One of the major features of this 
primer is its proven ability to pre- 
vent “rust creep”—the extension of 
corrosion underneath a topcoat brok- 
en by use or abuse. According to the 
manufacturer, metal surface prepara- 
tions other than cleaning are of no 
added value when Stantite Primer is 
used. 

Stantite Primer dries in a few min- 
utes at room temperature or in one 
minute under a hot air blast. Baking 
topcoats, including two-coat systems, 
may be applied over it with greatly 


INDUS 
/ 
7 
‘ 
Sig 
| 
SS 
ty 


REVOLUTIONARY FINISH FOR 
YOUR WOOD PRODUCTS! 


PYRO-CELLO-FILM is truly a super finish because it's .. . 


e Absolutely Heat Resistant @ Impervious to Fats and 

e Positively Water Resistant Grease 

e Exceptionally Scratch e@ An Excellent Color Retainer 
Resistant Alcohol and Acid Proof 

e Unharmed by Saline Solutions e¢ Lustrous, Beautiful, Enduring 


PYRO-CELLO-FILM is used by many leading manufacturers to give 
their fine wood products extra eye and “buy” appeal. 


Seeing is Believing! 

let us finish one of your wood prod- 
ucts with PYRO-CELLO-FILM—without 
cost! See for yourself how wonderfully 
it solves your finishing problems. Write 
for complete information today! 


PYRO-CELLO-FILM is an exclusive development 
of The American Varnish Company 


Established 1883 


VARNISH COMPANY 


1126-1140 N. North Branch Street 
Chicago 22, Illinois 


Manufacturers of varnishes — paints — stains —lacquers—syn- 
thetic enamels—cello film—soldering flux and special coatings. 
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improved results. To date, no normal 
baking schedules have impaired this 
primer. 

The adhesion of all types of top- 
coats to Stantite Primer is excellent. 
This includes air-dry or bake lac- 
quers, alkyds, ureas and melamines, 
enamels, japans, paints. (The one ex- 
ception so far is a certain type of 
vinyl finish.) 

Topcoats applied over Stantite 
Primer, both in addition to and be- 
cause of their strong bond to it, show 
definitely improved resistance to abuse 
and to tests such as the conical man- 
drel flexibility test. 

Stantite-primed items may be stored 
for future finishing. Some chalking 
may occur during outdoor storage but 
no other impairment will result. 

This material is a product of the 
Stanley Chemical Co., East Berlin, 
Conn. 


Strippable Plastic Coating 


“Copeel” is the name of a strippable 
plastic coating developed by Maas 
& Waldstein Co., manufacturers of 
lacquers, enamels and synthetics, 438 
Riverside Ave., Newark 4, N. J. This 
new product has been tested and ap- 
proved under actual production and 
service conditions. 

Copeel was developed to provide an 
envelope-type coating for use over 
bare metals and finished products to 
protect them from rust, corrosion, 
marring and scratching. 

In addition to this valuable prop- 
erty, copeel is also water resistant. It 
is being used to protect highly ma- 
chined precision parts from rust and 
deterioration while in transit or in 
storage. 

Copeel is available for hot or cold 
application. It can be removed from 
the article simply by piercing its 
surface and then stripping it off like 
peeling the skin from a banana. 


New “Hammertone™ Finish 


A new “hammertone” type 
baked-enamel finish suitable for fi: 
ishing all types of metal products h: 
been developed by the Industrial Fi: 
ishes Division of Central Paint & Va: 
nish Works, Inc., 59-69 Prospect St 
Brooklyn 1, N. Y. Revolutionary i 
design and formulation, the new ‘prod 
uct, known as “Shelitone”, is said t 
“pattern as it is sprayed” in one ap 
plication, without the need of a prim 
coat and/or “spattering” thinner, an: 
produces a smooth, uniform finis! 
that does not collect dust. 

The new product overcomes man: 
of the uncertain human factors pres 
ent in product finishing operations b 
eliminating “rule-of-thumb” thinnin 
or “doctoring.” Its formulation per- 
mits baking at cycles ranging from 
one-half hour at 225° F. to as rapidly 
as three minutes at 350° F. It dries 
quickly with a high degree of hard- 
ness on castings as well as light 
gauge metals, giving complete hiding 
over spot-welds and similar hard-to- 
cover markings. The new product can 
be applied by automatic as well as 
manual spray. 

The new baked-enamel finish is 
available in a wide range of attractive 
shades designed to meet every color 
requirement. 


Quick Connectors for Air 
and Paint Hose 


The Tru-Flate Quick Connector, 
used for years on service station air 
hose, is findipg many new uses in 
other fields, according to the manw 
facturer, Drudge Bros. Mfg. Co., 888 
92nd Ave., Oakland 3, Calif. 

Designed to work with %-in. air 
lines and any shop-type air tool, the 
quick connectors snap together or 
apart quickly and easily, yet provide 
a positive seal. Their valve action 
prevents air loss when apart, ard 
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DURABILITY 
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: For Sixty-Three Years... 
3 YARNALL has consistently pioneered new Indus- 
trial Finishes . . . worked with manufacturers, 


it : experimenting, developing and improving finishes 
g for metal, wood, and plastic. If you have a tough 
) finishing problem chances are YARNALL can help. 


DIPPING AND SPRAYING ALUMINUM 
FLOCK ADHESIVE UNDERCOAT 
WOOD AND METAL PRIMERS 

YARLAST EXTERIOR ENAMEL 
YARLITE BAKING ENAMEL 
YARBRITE TOY ENAMEL 
EMBOSSING FINISHES 
LUMINOUS FINISHES 
WRINKLECAST 
HAMMERCAST 


‘industrial Finishes 
is , 
YARNALL PAINT COMPANY 
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hose kinks are eliminated by ball- 
bearing swivel action. They work 
equally well on lines carrying liquids 
such as paint and oil. 

The connectors are available in 
various styles for many different uses. 


New Automatic Finishing 
System—Gyra-Flow 


Finishing equipment of a newly de- 
veloped design is offered by George 
Koch Sons, Evansville 4, Ind. The 
Gyra-Flow automatic finishing sys- 
tem, here illustrated, is especially de- 
signed for the rapid coating of small 
parts. This versatile equipment wash- 
es, rinses, dries, dips or sprays and 
bakes in one continuous cycle. It is 


Typical Gyra-Flow machine which is capable 


being furnished in standard sizes, 
having from two to 20 interchangeabk: 
operations. 

The conveyor is a narrow steel ban 
to which a series of spring-type clip 
are removably fastened. Each cli; 
is designed to support one or mor 
items through every successive pro 
cess to completion. Rate of travel is 
constant, being spirally passed arounc 
a series of horizontal rotating drums 
and moving across each from left to 
right, or right to left. 

Timing is regulated by the selective 
belt speed, together with a determined 
number of spiral turns around each 
drum—necessary to produce the cor- 
rect number of minutes through any 
one of several operations. Loading 
and unloading may be manual o1 


of doing cleaning, coating, and drying. 
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QUALITY 


Everything forthe 
Finishing Room... 


LACQUERS | 


SEALERS 


STAINS | 


FILLERS 


SYNTHETICS 


WOOD BLEACH 


The Gilbert Spruance Company 
RICHMOND AND TIOGA STREETS 
PHILADELPHIA 34, PENNA. 
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fully automatic. Finished articles are 
returned to stations at either end, 
entirely without handling. 

Tearless dipping is accomplished 
by correct flow-out of the material 
and the turning and inverting of the 
coated articles, and as developed by 
gyration, after passing once through 
a small volume, level-controlled, dip 
tank. Spraying may be electrostatic, 
or automatic, using multiples of elec- 
trically operated spray guns exhaust- 
ing into a water-wash cabinet. 

The coating materials may be any 
of the various paints, varnishes, oils, 
enamels, sealers, shellacs, or synthe- 
tics, of either air drying or baking 
types, and requiring baking heats not 
to exceed 500° F. The usual cleaning 
solvents and surface preparations are 
employed. 


Safe Waste Receptacles 


A new complete line of heavy duty 
Bennett Bilt Waste Receptacles spe- 
cially designed and finished for out- 
door use as well 
as indoor, which 
incorporates 1%- 
in. high, non-rust- 
ing stainless steel 
feet, is announced 
by the Bennett 
Mfg. Co., Ince., 
Alden, N. Y., 
builders of cus- 
tom metal prod- 
ucts since 1906. 

These recepta- 
cles are fabri- 
cated from heavy 
20-gauge cold- 
rolled steel and reinforced by rounded 
corners for continuous, hard, every- 
day use. Unobstructed exterior sur- 
face is provided by all-welded con- 
struction. Radiused corners eliminate 
sharp edges to reduce possible injury 
or damage ‘to clothing. 

Two independently hinged doors 


permit both to be opened simultan 
eously. Heavy tensioned springs kee 
these doors closed when not in us 
and eliminate the necessity of placin 
these receptacles on perfectly lev« 
surfaces. This closed door featur 
also makes the receptacles fireproo 
as well as sanitary. In addition, rub 
ber bumpers assure quiet closing o 
both doors. 


These receptacles are equipped wit! 
full size burlap bags for quick, easy 
removal of deposited waste. Thes« 
receptacles are finished in a stan- 
dard olive green and white enamel 


Radiant Heat Units 


Industrial Radiant Heat Corp., Glad- 
stone, N. J., announces that its Delt 
Calesco Super Units have many use- 
ful applications where uniformly con- 
trolled electric heat is needed over 
large flat or gently curved areas for 
drying or industrial processing. Some 
of these units have a flat reflective 
polished metal surface as large as 
42-in. wide by 12-ft. long. 

According to the manufacturer, 
these units develop infra-red rays 
in the long range brackets. The radi- 
ating qualities of the surface act as 
a reflector. This, plus the fact that 
an even temperature up to 700° F., 
plus or minus 2%, can be controlled 
and maintained on a surface 42-in. 
wide by 120-in. long in a single unit 
is rather unusual. 


Conveyorized Cleaning, Rinsing 
and Drying Machine 


Typical of the machinery built by 
the Cincinnati Cleaning & Finishing 
Machinery Co. of Ironton, Ohio, is the 
combination drum and belt conveyor 
washing, rinsing and drying machine 
illustrated here. On the extreme left 
can be seen the loading hopper into 
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- a ; “I told you to use a ladder! You should 
> know that S-I-P Cleen-Up Polish makes 


tables too smooth to stand on!” 


If You Want a REALLY SMOOTH Final Clean-Up, Use— 


CLEEN-UP POLISH 


@ Removes finger marks, ¢@ Leaves no film or streaks 


rubbing compound, dust —contains no harmful 
and lint. solvents. 
@ Saves time and labor— ¢ Works faster, goes far- 
just “wipe it on and ther, makes any finish 
wipe it off.” look better. 


TRY IT FREE . . SEND COUPON OR WRITE 


YES, FREE! 

Just clip this coupon to your 
letterhead (or write your firm 
name and address in the 
margin) and we'll mail you a 
generous sample of S-I-P 
CLEEN-UP POLISH free. No 
charge—no obligation. 


me 


EVANSVILLE 4, INDIANA 
Makers of the Genuine “WEAR MASTER” 


STAINS, LACQUER SEALERS AND CLEAR LACQUERS 
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which parts to be cleaned are fed. 
To the right is loading station for 
the belt conveyor parts. Small mis- 
cellaneous parts are cleaned in the 
drum, whereas the larger and more 
delicate parts are cleaned on the 
belt. 

Thermostatic control is provided 
for both the solution and the oven. 

Notice the pleasing appearance and 
streamlined design of this machine, 
as well as accessibility to all funda- 
mental parts which might require 
service or adjustment. 


Conveyor Setups to Meet 
Special Requirements 


To meet the lack of floor space in 
many plants, Ace Conveyor Indus- 
tries, Inc., 134 Woodmere Ave., De- 
troit 9, Mich., has designed a new 
type of conveyor system known as a 
Vertical-Tower Oven Conveyor Sys- 
tem. It provides a tower containing a 


Burdett equipped gas-fired oven 
through which the conveyor runs, an 
carries work which has been painte 
to be baked, or dried. The conveyo 
is adaptable to meet the requirement 
of any plant. 

In a recent installation in a plan 
engaged in the manufacture o' 
straight structural steel pieces, thi 
conveyor system is used to dry th: 
rustproofing coat of red-oxide pain‘ 
in which the steel is dipped prior t: 
entering the conveyor system, Th: 
work is carried from the dipping op- 
eration on a roller conveyor and i: 
kicked off automatically onto an entry 
conveyor. 

The entry conveyor is timed with 
the Vertical-Tower-Oven Conveyor s 
that, as the pieces of structural stee! 
move forward on the entry conveyo: 
they are picked up automatically by 
the extended pins on the Vertical- 
Tower-Oven Conveyor chain. The 
pieces are then carried up one side of 
the tower, through the baking cycle, 


SS 
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A 9-strand Vertical- Tower Oven Conveyor System designed by Ace Conveyor Industries 
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Tousey Varnish Company 


Supplying a leading group of 
American Industrial users 


since [885 


General Offices: 


520 WesT 25TH STREET 
CHICAGO 16, ILLINOIS 


Varnish + Enamels + Lacquers ° Synthetics 


We welcome your inquiries 
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turned over at the top, and carried 
down the other side. The oven is an 
integral part of the tower. The tower 
is constructed to give the required 
paint baking cycle. Extended pins on 
the nine strands of the conveyor chain 
handle the work through all opera- 
tions in the tower. 


“Permacote™ Flexible Clear Top 
Finish for Products 


Metal, wood, leather and fabric 
surfaces can be protected from cor- 
rosion and deterioration by a new 
transparent liquid “skin,” according 
to an announcement by its manufac- 
turer, State Chemical Corp., 1265 
Broadway, New York 1, N. Y. 

Called “Permacote,” the new pro- 
tective coating was designed for use 
on surfaces which require protection 
from moisture, acids, alkalis, alcohol, 
dyes, dirt, dust, etc. It can easily be 
applied by brush, spray or dip and 
forms a tough transparent coating 
which remains permanently flexible 
and is highly resistant to abuse by 
either physical or chemical means. 

The new product is ‘also resistant 
to extremes of heat or cold and will 
not crack or chip in spite of the ex- 
pansion or contraction of the surface 
it protects. The coating imparts a 
luster to any surface it is applied to, 
and effectively seals in and prolongs 
the life of ordinary paints, lacquers 
and varnishes. 


Spray Booth Coating 

The DuBois Co., Cincinnati 3, Ohio, 
has developed New Pigmented Film- 
ite, paint spray-booth masking com- 
pound. It is a ready-to-use, spray-on 
or brush-on liquid; dries white for 
maximum light reflectivity; dries to 
a firm, non-tacky, non-greasy surface 
for resistance against impact; espe- 


cially suitable for clinging to overheac 
areas under heavy overspray loa 
and for non-slip floors. 

Filmite will not flake, crumble o 
dust. It is heat resistant, making i 
applicable for booths near ovens. This 
new material is completely wate: 
washable. When hosing is possible 
simply wash away the dried paint 
overspray with hot or cold water 
The overspray can also be easily 
peeled or scraped off the booth walls. 


Silicone Finish Stands 
High Heat 


Durable long-lasting silicone paint 
coatings for metal parts and products 


* which may be subjected to tempera- 


tures of 500° to 1000° F. are an- 
nounced by Midland Industrial Fin- 
ishes, East Water St., Waukegan, III. 

These coatings not only make the 
metal surfaces (subject to heat) more 
attractive, but protect and preserve 
them for a long time. They are in ex- 
tensive use on products where the 
requirements call for a heat-resistant 
coating. 


The Art of Wood Finishing 


An attractive and informative book, 
“The Art of Wood Finishing’ contains 
72 pages, 6x9-in., bound substantually in 
stiff cloth covers of dark blue and let- 
tered in gold. This is a practical con- 
densed manual for finishers of fine hard- 
wood furniture, pianos, fixtures and 
interior woodwork. 

Preparation of surfaces, _ staining, 
bleaching, filling, varnish and lacquer 
coats, rubbing, polishing, touch-up and 
repair finishing, using varnish remover 
—these are a few of the subjects in- 
cluded. Also, enameling, gilding, glazing, 
leather finish, polychrome, and various 
decorative effects. 

The characteristic natural grain and 
true color of more than 100 different 
hardwoods are shown on a full color plate 
about 8x12-in., with a key for quick 
identification of each finished hardwood 
illustrated. This is really valuable. 

Price of the book is only $1,50. It is 
copyrighted and published by H. Behlen 
& Bro., Inc., 10-12 Christopher St., New 
York 14, N.Y. 
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You can produce on any material 


i s 
: | the following surface finishes: 
e) 
le 
nt 
. FELT - SUEDE LEATHER - MOHAIR 
ly 
. VELOUR - VELVET - CARPET 
FUNCTIONAL USES DECORATIVE USES 
Used in the auto, airplane, radio, electrical, ta vadeu cnt colon 
phonograph, ceramics, furniture and many = . det. - = » the follow 
nt other for surfacing all sort of | | ing effece are produced— 
TEMPERATURE INSULATION ® SOUND FURNITURE UPHOLSTERY ¢ SUEDE LEATH- 
ts INTEGRAL GASKETS ER © INTERIOR AND DRAPERY FABRICS « 
4 SURFACE ¢ NON-GLARE SURFACE 
il. with these patented and trademarked Rayco specialties: 
os FELT AND SUEDE SURFACE 
7e *“Raymix”—a flock of rayon fibres, trademarked under U. S. Patent No. 
=. 427949 to produce a suede effect of utmost realism on any surface. 
*“Kingcote’’—a cotton flock trademarked under U. S. Patent No. 423572, 
“ producing a suede effect at minimum cost. 
MOHAIR, VELOUR AND VELVET SURFACE 
“Raycote’’—a flock composed of uniformly cut rayon fibres to produce on 
any surface a pile effect such as velvet, plush, or velour. Made under VU. S. 
Patent No. 2014947. 
SYNTHETIC CARPET 
~ “Harecote”’—a flock composed of animal fibres, produces a durable carpet or 
1- rug material. 
- Request Free Color Card of Actual Samples 
* Registered Trademark 
1d 
er 
1s 
1d 
at 
te 


55 Tremont Street Central Falls, R. i. 


Ww COLONIAL PROCESS GRAPHIC ARTS ATLAS SPEC. MFG. W. H. HALL 
SUPPLY CO. CENTER ; 
140 W. 23rd St. 908 S. Main St. 3255-59 S. Shield Ave. 182 Jarvis St. 
New York 11, N. Y. Los Angeles 14, Calif. Chicago 16, Ill. Toronto, Ontario 
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Metal Cleaning Booklet Free 


The January-February Issue of Oakite 
News Service contains illustrated articles 
about cleaning methods, materials and 
technique. It is ublished by Oakite 
nT Inc., 22 Thames St., New York 


Cleaning and Conditioning 
Aluminum 


A complete explanation of the use of 
“Deoxidine” in connection with cleaning 
aluminum is revealed in a Technical Serv- 
ice Data Sheet (P-100-31 for Dec. 1947) 
offered free by American Chemical Paint 
Co., Ambler, Penna. 


Industrial Tape Bulletin 
Shows Uses of Tape 


industrial Review No. 8, published by 
Industrial Tape Corp., New Brunswick, 
N. J., contains 12 pages 8%x1l1-in. which 
illustrate and describe various practical 
uses of industrial masking tape and ad- 
hesive tape (paper, cloth and cellophane). 
It is interesting and informative. Free 
covies can be obtained by writing Indus- 
trial Tape Corp. 


Finishing Equipment Bulletin Free 


A 16-page illustrated bulletin (pages 
8\%x11-in., in two colors) shows diagrams, 
installation photographs and descriptive 
explanations of complete equipment for: 
1) cleaning metal, rust proofing it and 
preparing the surfaces for painting; 2) 
spray painting and dip coating on convey- 
or lines: 3) air-conditioning part or all 
of the plant; 4) oven drying paint coat- 


ings as products are moved alon bd» 
conveyor: 5) air heaters (heat b 
steam, oil, gas or electric current) f 
supplying heat to ovens used to force dr 
paint coatings. 

Explanations of interest to metal fin 
ishers include: Why phosphate coating 
are used, what they are, and how the 
are applied. 

This new instructive bulletin should b- 
on the desk or in the files of every ma: 
responsible for anything in _ connectio: 
with product painting on a volume basis 
It’s free. Send for a copy to Despatc! 
Oven Co., Minneapolis 14, Minn. 


Bulletin on “Liquid Envelope" 
Peel-off Plastic Film 


Better Finishings & Coatings, Inc., 265 
Doremus Ave., Newark 5, N. J., has pub- 
lished an illustrated informative bulletin 
which explains quick facts about “Liquid 
Envelope,” a product of many uses, a few 
of which are: 1) Stop-off and masking 
compounds; 2) spray booth coating; 3) 
permanent clear protective coatings; 4) 
glare-diffusing window glass film; 5) tex- 
tile and paper coatings; 6) Hermetic 
“Plastic Packaging”; and 7) in metal- 
forming operations. The material that 
makes this tough, flexible, transparent 
film can be applied by spraying, roller 
coating or bar coating. 


Free Book on Cleaning, Finishing 
Copper, Brass and Bronze 


The Copper & Brass Research Associa- 
tion has just released for distribution its 
long-awaited handbook on Maintenance, 
Cleaning, Finishing and Coloring of Cop- 
per, Brass and Bronze. Designed to an- 
swer many questions on this subject, this 
handbook is the result of thorough re- 
search and painstaking effort. It is the 
most complete work on this subject ever 
compiled. 

Discussing these probiems objectively, 
the new handbook offers the best available 
advice on the maintenance of copper and 
copper-base alloys which are so widely 
vsed for architectural ornamentation, 
buildin fronts and utilitarian purposes 
in banks, hotels, stores, office buildings 
and many other structures. This informa- 
tion will be of great assistance to — 
neers, building superintendents and main- 
tenance personnel. 

This handbook also has chapters on 
Cleaning, Finishing and Coloring which 
present a wealth of information that will 
be very interesting and useful to manu- 
facturers of metal products, artists, archi- 
tects and building contractors. Included 
in the chapter on coloring are several 
roven coloring formulas with color plates 
lluvstrating the results. 

Ornamented on the cover with a detail 


| 


ATT & LAMBERT-INC. 
Industrial Finishes 
YORK BUFFALO 
| 


| 


118 


INDUSTRIAL FINISHING, March, 1948 


STRIP 'EM WITH 


SAF-TE 


NON-BURNING Remover 


You'll save time—and avoid fire risk 
—with SAF-TE — Absolute- 
ly non-burning . . . powerful .. . 
and requires NO WasH. UP, for it 
leaves no waxy film. 

Suited to paint, varnish, lacquer, 
enamel, shellac and synthetics. 


GET OUR RECOMMENDATIONS 


We have served industrial concerns 
for over 30 years, and have devel- 
oped numerous removers for all 
types of finishes. If you will indicate 
the type of finish you wish to re- 
move, we will gladly give you our 
recommendations. Use coupon. 


WILSON-IMPERIAL CO. 
115 Chestnut Street, Newark, N. J. 


WILSON-IMPERIAL CO., Dept. E-38. 
115 Chestnut St., Newark 5, N. J. 


We are interested in stripping finishes 
from 


City State. 


from the bronze entrance panel on I: 
Maison Francaise at Radio City in New 

York, this beautifully design public: - 
tion ‘is a work of art—illustrated wit 

several notable installations of coppe , 
brass and bronze architectural work. Th ; 
useful handbook is now available to tho 

interested. Address inquiries to: Copp: 

& Brass Kesearch Association, 420 Le 
ington Avenue, New York 17, N. Y. 


Circular About Economical 
Pickling of Steel 


A 4-page illustrated circular, compile 
and distributed by American Chemica 
Paint Co., Ambler, Penna., gives informa 
tion about its product, “Rodine”, whic! 
yo be added to pickling baths to mak 

them more effective and less wasteful o. 
pickling acid and good steel. 


Ovens for Industry; 
Free Bulletins 


Two new and interesting oven bulletins, 
each attractively printed in three colors, 
show numerous illustrations with accom- 
panying information of value to produc- 
tion engineers and executives. They wer: 
prepared by an oven manufacturer, Th« 
Lanly Co., 750 Prospect Ave., Cleveland, 
Ohio, and will be sent free to readers of 
this magazine. One is entitled “Lanly 
Finishing Ovens” and the other “Lanly 
Ovens for Industry”. Pages 8%x11-in. 


Protective Clothing for 
Factory Workers 


A 12-page catalog section on the in- 
dustrial protective clothing it merchan- 
dises has just been published by The B. 
F. Goodrich Co., Akron, Ohio. Copies are 
available upon request. 

The publication pictures and describes 
both the rubber and the Koroseal (syn- 
thetic flexible material) acid-proof ap- 
rons, sleeve protectors, work suits, film 
industrial aprons and heavy duty indus- 
trial aprons. 


Neoprene Notebook Free 


Interested in Neoprene synthetic rub- 
ber and product made of same? The 
“Neoprene Notebook” is published ap- 
proximately four times a year by Du- 
Pont’s Rubber Chemicals Division, and 
contains information on laboratory results 
and industrial applications for neoprene 
products. Through the course of a year, 
the Neoprene Notebook contains articles 
dealing with many branches of industry. 

The rubber Chemicals Division of E. I. 
duPont deNemours & Co., Inc., is located 
at Wilmington, Dela. 
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‘ Franzite Hammerkraft 


An Air Dry Synthetic 
Hammered Metal Effect 


The attractive, quality look of hammered metal provides an eye- 
appeal which gets attention. 

HILO FRANZITE HAMMERKRAFT offers this appeal in an 
air dry synthetic with a tough, durable, glossy finish which is eas- 
ily cleaned and stands up well in service. 

HAMMERKRAFT is amazingly easy to apply—just two simple 
spray operations. The design can be made large or fine as de- 
sired by varying the thickness of the coating when applying. 
HILO FRANZITE HAMMERKRAFT sets in 20 minutes, dries 
hard to pack in 24 hours. 


Send for Bulletin 25-F and a trial lot of 
FRANZITE HAMMERKRAFT in Red, Green or Silver. 


42-60 Stewart Avenue, Brooklyn 6. N. Y. 
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Future Developments 


Prediction of future developments 
is generally based upon the assem- 
bled knowledge of past experience. 
Under present conditions this may 
prove to be a poor basis, for never 
before—to the knowledge of anyone 
living today—has there been any sim- 
ilar comparative circumstances or 
conditions. For this reason extreme 
care should be exercised in judging 
trends, or making policies that will be 
affected by the future. 

For the same reason it is highly im- 
portant that those responsible for 
making important decisions read all 
they can find about world conditions, 
national affairs and industrial devel- 
opments. There was a time when 
what happened “over there” had but 
small effect on the average local busi- 
ness. Unfortunately this is not true 
today. 

It is highly important to “read, 
learn and inwardly digest”; to attend 
group and association meetings where 
various views are aired. Then weigh 
all of these things carefully before 
making important decisions—and hope 
that it will turn out all right. 


Clean-up Days to 
Remove All Junk 


Regardless of the size of the plant 
or how efficiently it is managed, junk 
of one or more kinds is bound to ac- 
cumulate around washers, ovens, dip 
tanks, spray booths and, in fact, 
around any permanently located struc- 
ture or piece of equipment. It may 


include lengths of wire, old conveyor 
racks, empty cartons that do not re- 
main empty, kegs of parts ordered 
but not used, boxes of sandpaper (al- 
ways the wrong grit) and Joe’s ther- 
mos bottle that leaks. 

While this accumulation of “odds 
and ends” may not actually retard 
production, if it is allowed to continue 
indefinitely it certainly indicates care- 
less housekeeping. One way to pre- 
vent this accumulation—or keep it 
down to a minimum—is to set aside 
a definite day each month for a 
thorough cleaning up, each foreman 
being held responsible for his area. 
You will be surprised at how little 
time it really takes to do this, and 
you will be amazed at how much 
better the plant will look to all who 
work in it or visit it. 


"Stay Out! We 
Have Secrets" 


One scarcity, for which we can well 
be thankful, is a sustantial decrease 
in so-called “hush-hush” industries. 
It has not been too long ago since 
there was a multitude of secret crafts. 
In some cases even management had 
to rely upon the special knowledge 
of certain employees who virtually 
controlled production. Little if any- 
thing was ever written about these 
crafts, and knowlege of the work was 
handed down from father to son. 

Modern science has dispelled most 
of these secrets. Today industry wel- 
comes visitors, and with them an ex- 
change of ideas and information. As 
a rule, more information is received 
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from the visitor than is given. Of 
course, every plant has certain pri- 
vate data, developed through exper- 
jence, experiments, and at consider- 
able expense, to which it is entitled. 
But in the final analysis there is 
little that is really new, and that 
which is new doesn’t long remain a 
secret. 


Checking Prospective 
Workers Job Adaptability 


A firm in New York offers testing 
service of employees for a wide va- 
riety of clerical jobs ranging from 
bank teller and clerk to filing and 
inventory clerks. This applicant test- 
ing service is designed to aid pro- 
fessional and business men in selecting 
suitable employees. A fee of $15.00 
per person covers the tests, the scor- 
ing, and an individual report that 
interprets results of the test. 

May be a good idea. It certainly 
would cost business more than $15.00 
to spend time teaching the wrong 
kind of employee. This plan could be 
expanded, especially in heavily con- 
centrated industrial areas, to include 
candidates and applicants for various 
factory jobs. Breaking in the wrong 
employee in a plant costs industry 
far more than it does the banker, the 
doctor or the department store, for 
here production suffers. 


Steel Wastage and 
Steel Production 


Much in the news lately is the 
searcity of steel for products of all 
kinds, the high price of steel, the 
gray market in steel, the need for 
more scrap iron to use in making 
steel, and other things relating to 
this valuable metal. 


Steel, when it was in abundance, 


( SPRA-KLEEN 


Reg. U. S. Pat. Off. 


spna \ 


SPRA-KLEEN keeps nozzles, 


circulating lines and reservoirs 
free from over-spray sludge. 


SPRA-KLEEN is EASY to use... 
no mixing required. 
Get the facts today! 


Harco Chemical 
Company 


CRANFORD NEW JERSEY 


UNISOL 
PAINT STRIPPER 


A New Development for Industrial 
Paint Stripping 


® Non Infiammable 
® Used Cold 

® Requires No Rinse 


Works Rapidly on Ail Types of 
Finishes 


© Will Not React or Affect Any Met- 
al, Ferrous or Non-Ferrous 


Non-Injurious to Hands or Clothing 
Unisol uid—For Di . Dries 
Rapidly With No Athos to In- 
terfere With Repainting 


Samples and further information 
supplied on request. 


Chemco Products Co. 
Incorporated 
1059 East 76th Street 
Chicago 19, Illinois 


3 \ ror Offictent \ 
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DUST-ALL 
SACK RAG 
Collects Dust and Dirt Too! 


UST settles on surfaces 

and unsatisfactory fin- 
ishes result. The Dust-All 
Tack Rag collects Dust. It is 
the quick economical means 
to assure good finishes. 


Get the Dust- 
All Tack Rag in 
the Red Check- 
ered Bag at 
your Dealers or 
write us. 


was wasted in many different ways 
and it is still being wasted. Con 
tributing to this waste is the inade 
quate protection given to many prod 
ucts made of steel. Allowing stee 
sheets, strips and plates to begi: 
rusting before fabrication and no‘ 
removing this rust or not checking it: 
progress with suitable coatings o1 
treatment—this has been a commo! 
but careless and wasteful practice 
Or the metal may have been wel! 
cleaned and then not given effective 
rustproofing treatment or long-lasting 
rust- resistant protective coatings 
Then, if or when its usage or ex- 
posure is such that a break in the 
paint film occurs—even in a smal 
area—rust begins and spreads rapidly 
unless something effective is don 
promptly to check it. The end user 
seldom does anything about it. 


Materials, equipment and. methods 
are available for protecting steel sur- 
faces from rust—and now, with stee! 
more difficult to get and much higher 
in price too, we will probably se« 
more effort made toward protecting 
and preserving what steel does be- 
come available for the manufacture 
of many new products. 


In the meantime, other metals and 
even other materials are being of- 
fered to buyers as alternates for 
steel. Where the need for structural 
strength isn’t so necessary, aluminum, 
zinc, brass and bronze are possible 
alternates. Finishers who have been 
accustomed to coating only steel parts 
and products will have to become fa- 
miliar with the peculiarities and char- 
acteristics of these other metals in 
reference to cleaning, surface prepa- 
ration and coating. While the non- 
ferrous metals do not rust, they are 
subject to slight surface changes and 
more or less discoloration, under cer- 
tain conditions of exposure, if they 
are not protected by some kind of 
surface coating or treatment. 
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ERLING 


Complete Finishing Systems 


Primers... Thinners 
Clear and Synthetic Enamels 
Ready-mixed Metallic Lacquers 


3508 Morket St. STERLING LACQUER MFG. CO. st. Louis 3, Mo. 


NON-INFLAMMABLE % 
wax free REMOVER » 


for paint, varnish, lacquer, baked enamel, adhesives 
EASY TO APPLY—NO AFTER CLEANING 


1. C. D. FORMULA 9 is the standard of safety and quality . . can be 

sprayed or brushed . . doesn't raise grain nor discolor . . quickly re- 

moves all kinds of finishes and coatings from any surface or material 
. costs less to use . . saves time, labor and material. 


BRUSH CLEANER I. C. D.— Non-inflammable 
brush cleaner works fast . . does not injure nor 
loosen the bristles. Easy to use .. leaves the 
bristles clean as a whistle. Order a gallon can and 


convince yourself 


INDUSTRIAL CHEMICAL DEVELOPMENT CORP. 


347 MADISON AVE. NEW YORK 17, N. Y. 
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industrial Sine 18 
Sporteneous Combustion Proof 


Exclusively Processed by 
BAUGHN CHEMICAL PRODUCTS CO. 
7027 N. Ravenswood Ave., Chicago 26. U.S. A. 


PAINT REJUVENATOR 


Restores Paints, Lacquers, Enamel Prod- 
ucts and Pi Primers, to original 
consistency in 3 to 10 minutes wi 

opening the can. Available for Round 


nators of Paint Rejuvenating Equip- 
ment—ten years—thousands of satisfied 


Miracle Paint Rejuvenator Co. 


127 E. 9TH STREET ST. PAUL I, MINN. 


— 


Random Comment on the 
Industrial Scene 
(Continued from page 10) 


high are resistance and retains its 
high insulation value under excessive 
moisture conditions. 


* 


Preparing for Industrial Caree:s. 
In a recent survey by Indiana Uni- 
versity, business men stress:d 
the need for comprehensive courses n 
personnel management and employe 
relations. Over half of them question:-d 
stated that an employee’s potential 
worth to his company is in direct ratio 
to his education. 

Industry has taken the lead in tie 
promotion of research, production, 
new and better equipment, but has 
taken many employees as it found 
them. Schools offer pre-medical and 
pre-law courses, but no pre-industrial 
courses. Of course, every young per- 
son cannot go to college—either be- 
cause of mental capacity, personal 
or financial reasons—but junior and 
senior high schools could offer courses 
designed to bring about a better 
understanding of the problems of man- 
agement and employee relations. Cer- 
tainly colleges should make such 
courses available. It is high time for 
industry to raise its sights and col- 
lectively promote education for in- 
dustrial careers. 


* * 


Fire Detector. One Francis C. Ev- 
ans recently patented a thermocouple 
type fire detector that should prove 
useful in protecting oil, solvent and 
finishing materials storage rooms 
This device is different in that it has 
an optical range covering extensive 
areas, and has a means of penetrating 
obstructions between the fire and the 
detector. 


(Continued on page 128) 
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The 
VARNISH PRODUCTS COMPANY 
Makers of. . . 
CEL-U-LAK 


LACQUERS and ENAMELS 


FORM-A-ROC 


ALKYD-AMINE ENAMELS 
Alae:.. 

Bronzing vehicles, adhesives and 

other specialties for the industrial 

finishing of wood, metal, ceramics 

and plastics. 


5204 HARVARD AVENUE, CLEVELAND, OHIO 


FASTER REFINISHING WITH | 


ELECTRO COLD STRIPPER 


_) No more long waits while slow-acting ‘paint removers do their work _ 
like a team of lumbering oxen. Simply dip the article into Electro Cold 
Stripper and—Presto!—you can see the old finish literally “pop off” — 
before your eyes. Wash with a pressure stream of water or wipe well : 


_ ithes. Will not harm even precision finished aluminum, copper, brass, — 
removal of paint film. 


Write for sample and sotatic 


ALLIED FINISHING SPECIAL TIES CO. 


2641 W. GRAND AVE. CHICAGO 12, ILL. © 
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Speaking of finishing materials stor- 
age rooms, Gilbert J. C. Andersen 
has patented a device for detecting 
leakage of inflammable fluids, Such a 
gadget need not be confined to stor- 
age rooms, but might be used to good 
advantage around a paint system to 
prevent financial loss, as well as 
eliminating a fire hazard. 


PANELS 


STEEL AND ALUMINUM FOR 
DISPLAY OF YOUR COATINGS 


For laboratory and sales 
promotion. 


Size 2/4" x 8" x .032. 

Slight convex surface 

and channeled edges. 
> 


3/16" dia. hole in one 


end. 


Immediate delivery. 


Samples and prices upon request 
R. C. EVANS CO. 
489 Sth Ave. New York 17, N.Y. 


Furniture Woods. Woods used in 
furniture exhibited at the American , 
Furniture Mart and the Merchand s- 
ing Mart, for 1948, were mahogavy, 
walnut, oak, maple, gum, birch, bee. h, 
cherry and elm. Imported vene+rs 
included avodire, prima vera and 
Tigerwood. 

Bleached and lighter finishes trvb- 
led the pre-war average, accounti ig 

n 
8 


for 16%2% of the furniture shown 
in all woods. Typically, light finishe 
were shown on about 5% of the fur i- 
ture in the five pre-war years, and in 
1941 the total was close to 8%. 

In styles Modern is forging ahes 1, 
with a third more merchandise in 
this type of design than in the seven- 
year pre-war average. 


* * * 


Tall Oil. The use of tall oil as a 
substitute for linseed oil and rosin 
in the German surface coating and 
linoleum industries is described in 
a report now on sale by the Office of 
Technical Services, Department of 
Commerce (24-page report, 75 cents). 
The report contains formulas, manu- 
facturing details and methods of 
using the finished oil. 

Tall oil, a by-product from sulfate 
woodpulp digestion, has been used as 
a raw material in the surface coating 
and kindred industries in Germany 
for many years. The raw materials 
used were of two types: raw tall 


SERVING INDUSTRIAL AMERICA PHILI 


“WRINKLE AND. GLoss FINISH ENAMELS 
WRITE FOR INFORMATION — SAMPLES — QUOTATIONS 


‘7415-39 SOUTH GREEN 


OFPT. MHF 
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CHICAGO 21, ILLINOIS 
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WABASH PRODUCTS COMPANY 


16TH AND HULMAN STREETS 
TERRE HAUTE, INDIANA 


Iudushial Finishes 
Lacquers Enamels Sealers 


Stains Varnishes  Thinners 
Synthetics, all types 


PHILLIPS 


RECLAIMS Ow 
3409 TOUHY AVENUE CHICAGO 45, ILLINOIS AUTOMaric CONTROLS: 


LOWEST OPERATING cost! 
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SUNBRITE 


Complete Finishing Systems 


BRONZE PASTE + BRONZE POWDERS 
ALUMINUM PAINTS + GOLD POWDERS 
CHROME-TYPE ALUMINUM PAINT 


SUNBRITE MFG. COMPANY 
(Formerly the Mitchell-Mayer Co.) 


Ready NOW! for immediate delivery . . ... . 
The NEW Improved "BEAR-CAT-48" 


PORTABLE 
COMPRESSOR 4 


Va H. P., 60 Cycle 
Ft 


Fe. 
This unit is perfectly bal- 
anced, eliminating all vi- 
bration. Operates at 36 
Ibs. pressure—Many NEW 
and IMPROVED feature:, 
such as;—Air Intake Fil- 
ter fitted with new type 
cleaner and muffler. 
Large Air Discharge Fil- 
ter with Safety-valve and 
Air Pressure Gauge. No 
— buy for the mon- 
ey 


©@ See your nearest Paint or Hard- 
ware Dealer TODAY or write us 
direct for illustrated Catalog 
"F.48" and Price Lists. 


MANUFACTURING § COMPANY 


1224 WALL STREET LOS ANGELES 15, CALIFORNIA 
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oil obtained from Sweden, and sul- 
fate soap obtained from German cel- 
lulose factories in the form of a 50% 
solution of soap in water. 

A table lists the types of refined 
tal! oil and tall oil esters made avail- 
able to the industry. The tall oil dis- 
tillate was used in the manufacture 
of stand oil type esters and alkyds. 


An All-Around Lamp that will il- 
luminate, de-odorize, kill bacteria 
and give off ultra-violet rays, all at 
the same time, was demonstrated at a 
meeting of the American Chemical 
Society. The new lamp is made pos- 
sible through discovery of more stable 
chemicals that emit ultra-violet fluo- 
rescent light. Through proper selec- 
tion of fluorescent materials and 
special glass that transmits ultra- 
violet rays, any one or more of the 
properties in the lamp may be in- 
tensified. Such health lighting should 
find a definite place in industry as 
well as in the home and places of 
recreation. 


New Outfit for Spraying 
Heavy Bodied Materials 


Master Manufacturing Co., 801 W. Ca- 
brini St., Chicago 7, Ill., anounces a com- 
plete outfit especially designed for spray- 
ing underbody coatings, sound deadeners, 
insulating materials, asphalt compounds, 
ete. The outfit includes a pressure con- 
tainer with —— regulator and gauge, 
spray gun, hose and fittings. 

The spray gun has a large head assem- 
bly for fast, smooth, free flow of material. 
The gun is made of non-corrosive mate- 
rial, with stainless steel nozzle and valve. 


Martin Varnish Adds 
Dimancheff to Staff 


Boris “Babe” Dimancheff, halfback with 
the Chicago Cardinals professional foot- 
ball champions, has joined the sales staff 
of Martin Varnish Co., Chicago, Ill. The 
addition of Dimancheff is another step in 
the company’s plan to expand its sales 
organization, according to R. FP. Kd- 
monds, General Manager. 


Highland Chemical Co. is Now 
Fleming Chemical Co. 


The Highland Chemical Co. (oils, pig- 
ments, chemicals), 133 Front St., ew 
York 5, N. Y., has changed its name to 
the Fleming Chemical Co., effective as of 
February 1, 1948. Location of the firm 
remains the e. 


C. RAYMOND SYER 


Consulting Finishing 
Industrial Engineer 


P. O. Box 425 Westport, Conn. 


BLANCHIT 


(Trade-Mark Reg.) 
U. S. and Foreign Patents 


WOOD BLEACH 
Accepted Standard 
For Furniture and Cabinet Makers 
Also Interior Woodwork Recoloring 


L. R. van Allen Co. 
Patent Licensee 
CHICAGO 54 
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H. BEHLEN G&G BRO., INC. 


10 CHRISTOPHER STREET—NEW YORK 14, NEW YORK 


FOR ALL FINE FINISHES 


TAC-ALL 
TACK RAGS 


Packed bulk or individually. 
Prices and samples on request. 


GEO. W. RENNER CO. 
2309 Lillie St., Ft. Wayne 5, Ind. 


Lilly Paint Co. Directors 
Name Officers 


At a meeting Feb. 15, the Board of Di- 
rectors of Lilly Paint Products, Inc., 
Indianapolis, Ind., elected the following 
officers: Carl E. Stilwell was re-elected 
President; William F,. Nixon was ad- 
vanced to Vice President and Treasurer ; 
and Harold K. Teague was appointed 
Secretary. 

The three officers, together with A. G. 
Phelps, official of the Delco-Remy Co., 
Anderson, Ind.; R. Ray Banker, insur- 
ance man of Shelbyville, Ind., and W. R. 
Beard, of Indianapolis, comprise the Board 
of Directors, 


Egyptian Lacquer Advances 
Sales Personnel 


The Egyptian Lacquer Mfg. Co. an- 
nounces, through its Director of Sales, 
Hugh C. Crawford, the appointment of 
Philip H. Beach as assistant sales man- 
ager, with headquarters at its sales of- 
fices in South Kearny, N. J. Mr. Beach, 
a veteran Egyptian of 16 years service 


comes to his new appointment with 
wealth of experience in the sales fiel, 
having been an Egyptian representati\ 
in New England territory for many of his 
years with Egyptian. 

Mr, Beach will be replaced in New 
England territory by Mr. Garrett Hier», 
Jr., who formerly handled the Toledo, Ohiv, 
territory ; and Mr. Hiers’ successor in To- 
ledo will be Mr. Gordon Yost, former 
Purchasing Agent of the Toledo Scale Co. 


J. J. Hart, Jr., Sales Manager 
for New W-S Division 


John J. Hart, Jr., has been named sales 
manager of a recently formed division of 
The Watson-Standard Co., Pittsburgh, 
Penna., according to an announcement by 
Henry K. Watson, II. This division will 
service a new line of safety finish prod- 
ucts for industry. 

Mr. Hart comes to Watson-Standard 
from the Lake Erie Engineering Corp., 
where he served as district sales rep- 
resentative and later as assistant man- 
ager of that firm’s Feller Engineering 
Division. A graduate of Princeton Uni- 
versity, Hart was associated with another 
engineering corporation as sales engineer 
from 1940 to 1945. 


c.& C. C. C. Opens Office 
in Atlanta, Ga. 


Carpide and Carbon Chemicals Corp. 
announces the opening of a sales offic« 
in Atlanta, Ga., at 44 Broad St., N.W 
This new office will make possible more 


effective service to users of synthetic 


organic chemicals in the southeast. 

Ray G. Kelso has been appointed dis- 
trict manager for the Atlanta area. Mr 
Kelso's connection with the synthetic or- 
ganic chemicals industry dates from 1935 
when he first became associated wit) 
Cc. & C. C. C. Mr. Kelso comes to Atlant: 
from the company’s office in Philadelphia 
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